WESTWOOD, 
N. J. 


WHERE PLATERS 
AND FINISHERS 
LOOK FOR INFORMATION 


FINISHING PUBLICATIONS, INC. 


DEVOTED EXCLUSIVELY TO METALLIC SURFACE TREATMENTS 


Metal Polishing with Set-Up Wheels 
Practical Procedure Details 


Design and Construction of a New Plating 
Department 
A New Approach to Plant Design 


Surface Treatment and Finishing of 
Light Metals 


Zinc Immersion Processes 


Finishing Pointers 
Analytical Factors 


Determining Iron in Chromium Plating 
Solutions 
Rapid, Accurate Analytical Method 


Science for Electroplaters 
Throwing Power 


Complete Contents Page 50A 


READ & PASS ON 


\ 4 3 
4 

3 
: 
} 
{ 
} 
| 

| 
| 

| 

: 


/ Wy 
| 


Ny 


— 


FOREST STREET, REARKY, 


“THIS BULLETIN contains the latest information 
concerning CLEPO Products, Processes and Services. 
It is compiled especially to treat with your 
problems in connection with cleaning in all its 
phases, stripping, deburring, and burnishing. 
Particular emphasis is given to CLEPO Products and 
Processes used in preparation for electroplating. 
Send for your copy. Study this information in 
relation to your specific requirements. If we can be 
of help do not hesitate to call on us. You can get 
in touch with our nearest representative whose 
name, address, and phone number are given in the 
back of this bulletin. 


FREDERICK 
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ENTHONE 
Emulsion Cleaner 


SIMPLE OPERATION... MANY ADVANTAGES 


DIP ... steel parts to be cleaned in Emulsion Cleaner 75 for only 15 seconds. This simple immersion is 
done at room temperature (no heating facilities required) and with no irritation of the operator’s nose, 
throat or skin. 


RINSE ... in plain water. 


BONE .. « and done thoroughly ... in seconds! All heavy oil films and solid dirt have been removed from 
every corner and crevice ... from slots, tapped holes and sculptured patterns. 


INSURE . . . smoother, brighter, more adherent electrodeposits . .. and a reduction in pitting. 


WRITE FOR FREE LITERATURE ON THIS SIMPLE, FAST, SAFE ... AND ECONOMICAL ... METHOD OF CL EANING METALS, 


Service Representatives and Stock Points in Principal Cities of 
U.S.A. and Canada, Brazil, England, France, Sweden, and Germany 


ONE 442 ELM STREET, NEW HAVEN 11, CONNECTICUT 


Metal Finishing Processes Electroplating Chemicals 


ENTH 
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HERE are TWO important advantages you get with 
Oakite Composition No. 98 in solvent spray washing: 


Effectively cleans parts 


between machining operations 


Protects work against 
indoor rust 


OAKITE COMPOSITION No. 98—new emulsifiable solvent cleaner 
expressly designed for use in one and two-stage spray-wash- 
ing equipment—safely removes light to moderate soils from 
all metals. 


WHILE REMOVING THE soil, Oakite Composition No. 98 also 
gives machined parts a non-tacky film to protect them 
against indoor rust during temporary storage. 


FOR REMOVING EXTRA HEAVY sols, Oakite Composition No. 98 
may be used in combination with recommended Oakite 
alkaline detergent, using a two-stage pressure spray washer. 


Read what enthusiastic users have to say about Oakite 
Composition No. 98. Then call your local Oakite Technical 
Service Representative for a demonstration of Oakite Com- 
position No. 98. Or write for free descriptive booklet to 
Oakite Products, Inc., 26 Rector Street, New York 6, N. Y. 


REMARKABLE RESULTS NOW OBTAINED BY ENTHUSIASTIC METAL FABRICATORS 


Auto-maker washing blocks, cam shafts, tappets, wrist 
pins, transmission housings, fly wheels and other parts is 
delighted with the rust protection obtained. 


Automotive plant turning out parts with highly finished 
surface reports use of Oakite Composition No. 98 not 
only cleans but also leaves a streak-free protective film 
so essential to quality control. 


Metal fabricator finds that small precision steel parts 
are protected against rust for 3 to 4 weeks. The need 
for expensive fire prevention equipment—originally in- 
stalled for use with low-flash rust-proofing oil—is 
eliminated. 


Engine builder using Oakite Composition No. 98 in two- 


Technical Service Representatives in Principal Cities of U. $. and Canada 


stage washer says not only are parts well cleaned but 
also protected against rust at unusually low cost. 


Metal parts company washing parts by machine finds 
Oakite Composition No. 98 completely eliminates rust- 
ing in humid weather. 


Manufacturing firm reports Oakite Composition No. 98 
very economical. Parts come through clean and bright, 
no cloudy film—good rust protection. 


Engine builder using Oakite Composition No. 98 after 
machining but prior to inspection and assembly expects 
five-day rust protection and gets it. 


Export Division Cable Address: Oakite 
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EXTRUDED COMPOSITIONS 


PRODUCTS FOR 


ECONOMY : EFFICIENCY : DEPENDABILITY 
WRITE FOR FURTHER DETAILS 


#23A 
POLISHING LATHE 


OBLIQUE 
TUMBLING BARREL 


STANDARD SIZE 
2x 2x 10” 


NUWAY BUFFS FOR 
FAST CUTTING 
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Specialists in quality chromium plating 
and anodizing have learned that Chromic 
Acid bearing the Mutual label assays con- 
sistently better than 99.75% CrOs, while 
the sulfate content is negligible. Baths 
prepared with this acid may be used with 
confidence on the most exacting jobs. 


For Chromic Acid=—as well as other 
Chromium Chemicalis—insist upon the 
Mutual label. Prompt shipments from 
Mutual’s Baltimore Plant or from dealers’ 

warehouse stocks throughout the United 

States and Canada. 


CHROMIC ACID SODIUM BICHROMATE 
POTASSIUM BICHROMATE 


ALLIED CHEMICAL & DYE CORPORATION 
99 PARK AVENUE - NEW YORK 16, N. Y. Ss 
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AUTO MATIC 
Write for complete | ve V; apor 
information on Blakeslee Degreasers 
and Blacosolv Degreasing Solvent. D E G RE A S E R S 
G. Ss. BLAKESLEE & co. 1844 S. Laramie Ave., Chica “ae Wl. 


New York Los Angeles Toronto 


Also Manufacturers of Blakeslee Metal. Washing aad Surface Treatment 
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THE TREND 
INDICATES 
MORE 
ANODIZED 
ALUMINUM 
IN 1957 
and 1958! 


Will Anodized 
Replace Nickel-Chrome Finishes: 
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This Stevens advertisement, 
predicting an increasing use 
of anodized aluminum, ran 
over a year ago. 


SEE STEVENS FOR AUTOMATIC 
ANODIZING EQUIPMENT 


The increasing demand for more color and more elaborate styling is rocket- 


ing the use of anodized aluminum for tumblers, kitchen utensils, refrigerator 
components, lighting reflectors and many other items. 


The 1957 motor cars are using anodized aluminum for medallions, kick plates, 
grilles, window frames, etc. 


To obtain the finest aluminum finishes—at the lowest costs—see your 


Stevens Representatives. Stevens’ experience in furnishing complete anodiz- 


ing equipment assures you of the latest techniques and the best in automatic 
machines. Let us discuss your requirements with you. 


FOR FURTHER INFORMATION WRITE TO: FREDERIC B. STEVENS, INC. 
1820 - 18th STREET, DETROIT 16, MICHIGAN 


WAREHOUSES AND 
OFFICES IN PRINCIPAL CITIES 


ANCORPORATED 


NISHING SUPERMARKET 
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“Dave, that Dow Methylene Chloride 
sure cured our stripping problems with masking lacquer” 


“It sure did, Jess. It takes minutes to do jobs that other 
cleaning and stripping compounds take hours to do.” 
“Wonder why?” 

“Two reasons. One is high solvent power. Dow Methylene 
Chloride penetrates coatings faster. The other is that it 


immediately starts an evenly distributed lifting action that 
really loosens things up.” 


“Would it strip those new parts we got in last week?” 

“Probably would. They use Dow Methylene Chloride for 
all sorts of formulations to strip paint, varnish, lacquers and 
epoxy resins. Good vapor degreasant, too. Sometimes it’s pos- 
sible to use methylene chloride in a common vapor degreaser.” 


YOU CAN DEPEND ON 
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“Is it safe, Dave?” 

“It’s nonflammable and carries a low toxicity rating—the 
MAC is 500 ppm. Very stable, too!” 

“Sounds better all the time. Tell me more.” 

“That’s all I know, but the Dow people can answer all 
your questions. Why don’t you write them a note?” 
“Who?” 


“You know, they make Dow Perchloroethylene Industrial 
and Dow Trichloroethylene for vapor degreasing, and 
Chlorothene® for cold cleaning. THE DOW CHEMICAL 
coMPaANy, Midland, Michigan.” 


DOW. 
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More complete corrosion of anodes 
by using the HARSHAW ANOCAP 


The Harshaw Anocap is a rubber electrode assembly 
protector. Easily slipped over the anode hook and down 
over the anode top, the Anocap enables you to corrode 
an additional 2 to 4 pounds of metal from each anode. 


Many more time and 
money-saving benefits 
are yours in the inex- 
pensive Harshaw Anocap: 


1. More usable metal—less recasting or scrap loss. 


2. Shorter stub—easily placed directly into anode saver basket and 
consumed. 


3. Anode hook protected, thus giving it longer life. 


4. With Anocap in place on hook, anode can easily be screwed on 
or removed from hook. 


5. Anocap pays for itself during first use. 


6. Entire anode can be below solution level. Shorter anodes can be 
used and thus a larger quantity of anodes can be obtained from 
any given poundage of anode metal. 


7. When using Anocaps, solution level of bath is not critical. 
8. Anocaps can be used with any standard oval anode. 


You'll make new savings on anodes tomorrow if 
you order Harshaw Anocaps today. Send or call 
in your order to the nearest Harshaw sales office. 


THE HARSHAW CHEMICAL COMPANY 
1945 East 97th Street - Cleveland 6, Ohio 

Chicago 32, Ill. « Cincinnati 13, Ohio « Cleveland 6, Ohio » Houston 11, Texas * Los Angeles 22, Calif. 

Detroit 28, Mich. ¢ Philadelphia 48, Penna. « Pittsburgh 22, Penna. « Hastings-On-Hudson 6, N. Y, 
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GOLDEN LINE 


GERMANIUM RECTIFIERS 


Unique design and technical advances in engineering 
and manufacturing techniques enables RAPID to present 
its full output range, full control, GOLDEN rectifiers at 
economical prices. Engineered with economy in mind, 
we call it the line of the future design. 


Features... 


Balanced full wave circuit providing less than 5% ripple. Rating 2500 Amperes, 2-12 Volts 


Magnetic starter feotures overload protection against excessive power input. Dimensions 60”H x 33W x 26"D 


Price available on request 
Tap switch control (42 steps) closely adjusts rectifier output over the entire range. eee ~_—_ 


Special control transformer lowers voltage level at starter control switch for greater operator safety. 


Hermetically sealed germanium diodes designed for continuous operation at ambient temperatures of 120°F. 
All GOLDEN units equipped with stop-start pushbutton, full range meters, ammeter shunt, and pilot light indicator. 


Unique switching arrangement and specially designed transformer for either low range, 2-6 volt, or high range, 7-12 volt. 


Magnetic overload protection safeguards the efficient germanium junctions using magnetic omplifier sensing coils. Automatic in action, 
output overload is continuously safeguarded. Providing positive protection, the unit shuts off instantaneously in the event of overload. 


She line of the 


Future Design 


Efficiency 


Designed for continuous operation at full load, 
the GOLDEN LINE of RAPID germanium rectifiers 
provides exceptional efficiency using quality 
junctions of low forward resistance, high inverse 
resistance and low heat generation. 


Dependability 


Rapid’s extensive experimental and application 
experience together with high quality compon- 
ents assures long life, dependoble performance. 


Rating 750 Amperrs, 2-12 Volts 
Dimensions 42”H x x 
$995 F.0.B.N. Y. 


Economy 
3000 Amperes, 2-12 Volts Unique engineering design and technical ad- Rating 1500 Amperes, 2-12 Volts 
5000 Amperes, 2-12 Volts vances have lowered the cost of these full range Dimensions 60H x 24°W x 24”D 
(Models not shown) output, full control, GOLDEN rectifiers. Price available on request 


Input for all models 
220/3 ph/60 cyc 
440/3 ph/60 cyc 


Remember. 


RAPID ELECTRIC COMPANY 


2881 MIDDLETOWN ROAD e NEW YORK 61, N. Y. @ TA.mance 8-2200 
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INDUSTRY'S WORKSHOP FOR THE FINEST IN PLATING AND POLISHING PROCESSES + 


12 


ALWAYS FINISHES FIR! 


and cuts costs 
ways because 
it’s completely automatic! 


fast cutting, easy cleaning = 
4 


the perfect liquid compound for all metal finishing 


What are the two big cost factors in your buffing room? 
Chances are buff life figures big when you're talking 
production costs ... and the second big factor is produc- 
tion time itself. Liquimatic Application Systems are 
licking these two cost problems in buffing rooms all over 
the U. S.—because Liquimatic is automatic. An electric- 
ally timed system feeds Liquimatic Buffing Compound 
to the buff in the exact amount to give you the exact cut 
you need. Because the buff is continually lubricated, buff 
life is extended up to 200%! 

And with Liquimatic there’s no compound wasted, no 
nubbin problem, no hand application, no changing bars 


—think of the cost savings you can effect in your buffing 
room with these advantages! Savings in buff life alone 
can soon pay for a complete Liquimatic Application 
System ...a system that will continue to save you 
money — automatically. 

Check the other features of 
Liquimatic Buffing Compound . 
then write today for your free 
copy of Liquimatic’s big, new 
folder that tells the whole cost- 
saving story of Liquimatic in your 
buffing room. 


@ longer buff life 


@ fast cutting 
@ easy cleaning 


additional Liquimatic mean real savings 
‘in terms of time; money, safety— 


@ completely automatic 


@ adhesive slow-wearing buff face 


@ non-settling 

@ high flash point 

@ long storage life 

@ sprayable viscosity 


Aiguimatic . gives more buff mileage 


@ 

Your H-VW-M combination— 
of the most modern testing 
ond development laboratory 
—of over 80 years experience 
in every phase of plating 
ond polishing—of a complete 
equipment, process and sup- 
ply line for every need. 


Rapids Los Angeles Louisville 


St. Lovis © Sanfrancisco 


Wallingford (Conn.) 
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HANSON-VAN WINKLE-MUNNING COMPANY 
Main Office and Plant, Matawan, New Jersey 
J. C. Miller Division, Office and Plant, Grand Rapids, Mich. 
SALES OFFICES: Anderson (Ind.) * Baltimore * Beloit (Wisc.) * Boston 
Bridgeport * Chicago * Cleveland * Dayton * Detroit * Grand 
Matawan 
New York © Philadelphia ¢ Pittsburgh © Plainfield © Rochester 
Springfield (Mass.) 


Milwaukee 


EQUIPMENT SUPPLIES 
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helps break 


another size barrier! 


Another size barrier in the coating industry was broken when this 114- 30° x9’ x9’ 4” lati 
ton plating tank was lined with a 3/16”-3/8" coat of Miccrosol Spray tonk lined by 0 “A 
S-2003. The combination of Udylite’s efficient 31-foot oven and Miccrosol with Miccrosol ceees 
Spray S-2003 made it possible. S-2003. 


The tank was placed in the oven, coated by spraying, and then cured. 
When removed, the job was complete. 
Miccrosol Spray S-2003 was selected by Udylite for this job both because 
it could be applied under these unusual conditions and for its outstanding 
performance as a lining for plating tanks. This material, combined with 
their facilities, enabled them to turn out a top quality coating job which 
heretofore would have been impossible. we ames 


Write for complete information on your company letterhead. 


Developed and manufactured by experienced platers and coaters. 


MICHIGAN CHROME pay 


8615 GRINNELE AVENUE * DETROIT MICHIGAN 
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USE TRIPLE-ACTION, 
NON-FLAMMABLE, 


IMMUNOL 


(Reg. U.S. Pat. Off.) 


IMMUNOL quickly cleans soils, gummy de- 
posits, dirt and foreign matter from any metal 
surface...thoroughly degreases metal...leaves a 
protective rustproof coating as it cleans—all in 
one operation! In addition, IMMUNOL: 


@ ELIMINATES the fire hazard of solvents since 
it is non-flammable. 

@ REPLACES MORE EXPENSIVE, less efficient 
soaps, alkalies and solvents. 

@ IS NON-TOXIC so operators can use it with- 
out fear of skin irritations. 

@ ISODORLESS tc increase operator efficiency. 
@ IS INEXPENSIVE. Only a few ounces of IM- 
MUNOL per gallon of water are required to 
produce a gallon of solution. This salution cnn 
tion with IMMUNOL prior to plating be used over and over again once the foreign 
matter has been removed. 

@ IS NEUTRAL CHEMICALLY having a pH 
of 7.0. 


@ IS MIXED WITH HOT OR COLD, HARD OR 
SOFT WATER. 


Here are just a few unsolicited comments from 
IMMUNOL users: “‘We estimate IMMUNOL 
saves us $30,000 to $40,000 per year in materials, 
time and labor’; “IMMUNOL saves $700 per 
week over vapor degreasing”’; “‘I account for 
the terrific improvement in a simple operation 
to the better cleaning by IMMUNOL.” 


TEST IMMUNOL ot our expense. Write for a free 
sample today. Ask for details on the many other 
applications for IMMUNOL, too. 


Using IMMUNOL to remove grease from cold 
finished bar stock in a dip tank operation 


4th BRISTOL STS.,. PHILA. 40, PA. 


DAvenport 4-4000 3 2~- ‘Service Representatives in Principal Cities. 
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internal areas. 


The new ALUNDUM Tumblex “S” abrasive rolls around and through intri- 
cate parts; brings high uniformity of radii and surfaces, with smooth finish, 
to the barrel-finishing of parts as intricate as this gun component. The 
“before and after” view shows you how the spheres improve external and 


Besides this 3%’ diameter size of Tumblex ‘'S” you can order it in four 
other sizes, up to 1%’. This means top barrel-finishing performance for 
you, in many different applications. And these new spheres are excep- 
tionally dense and long-lasting. 


Another big advance in barrel-finishing 


Norton Tumblex “S” abrasive spheres 


From the pioneer of ALUNDUM* bonded triangles — now, 
new bonded spheres to help you do a better job 


If you finish parts that have hard- 
to-contact recesses or intricate 
shapes, Tumblex “S” tumbling abra- 
sive is the latest development. 


Here are the reasons why tubing, 
coil springs, scissor handles, bearing 
retainers, pump bodies and many 
other parts benefit by the new shapes 
and sizes of Tumblex ‘S’? — and its 
top-quality as a tumbling abrasive. 


e@ Tumblex ‘S” is made in spheres 
that easily get into areas where other 
abrasive shapes can’t reach. 


e@ Made of famous Norton ALUNDUM 
abrasive, it cuts fast — resulting in 
shorter time cycles and lower costs per 


prece finished. 


5 Different Diameter Sizes 


$4— 3%" 
#3—54" 


Send Your Work Samples 


Let us demonstrate in our newly 
enlarged Sample Processing Depart- 
ment how Tumblex ‘‘S” Abrasive can 
give the value-adding “Touch of 
Gold” to your product quality and 
cut your barrel-finishing time and 
costs. Norton Company, Worcester 
6, Mass.. Distributors in all industrial 
areas, listed under “Grinding 
Wheels” in your phone book, yellow 


*Trade Mark Reg. U. S. Pat. Off. and Foreign Countries 


pages. Export: Norton Behr-Manning 
Overseas Incorporated, Worcester 6, 
Massachusetts. 

G-321 


NORTON 


ABRASIVES 


Giaking better products... 
to make your products better 


NORTON PRODUCTS: 

Abrasives Grinding Wheels 
Grinding Machines + Refractories 
BEHR-MANNING PRODUCTS: Coated Abrasives 
Sharpening Stones ¢ Behr-cat Tapes 
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Automatic voltage control contains 
no moving parts or electronic tubes. 


This tube contains time-proven Gen- 
eral Electric germanium cells, each 
hermetically sealed in stainless-steel- 
ceramic enclosure for maximum cor- 
rosion resistance. 


Transformer, protected by double- 
impregnation with alkyd-resin finish. 


Reactor provides instant, stepless con- 
trol plus built-in short-circuit protec- 
tion. 


Powerful blowers supply high-ve- 
locity cooling air blast (red line) past 
cells, through reactor and trans- 
former. 


General Electric announces a 


TO: GENERAL ELECTRIC COMPANY 
Section 463-15, Schenectady 5, N. Y. 


Gentlemen: 
Please send me bulletin GED-2934, ‘‘General Electric Automatic Germanium Plating Rectifier.’ 


NAME 
COMPANY 
ADDRESS 7 3 
ZONE. STATE 


Progress /s Our Most /mportant Product 


GENERAL ELECTRIC 
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RELEASE THIS MAN FOR MORE PRODUCTIVE WORK... no further need for him to continually correct 
output in order to get high-quality work. Just set it and forget it. This unit corrects faster, more accu- 
rately than the most-skilled operator. You get uniform power for most profitable plating. 


NEW line of | low-priced automatic 


germanium plating rectifiers 
Examples: 9-volt/I500-amp, $1890; 12-volt/1I000-amp, $1750 


COMPLETE with remote automatic voltage control 


Here’s the biggest advance in plating rectifier tech- 
nology since the introduction of germanium: auto- 
matic control at low prices! 


With automatic control, you simply set the output you 
want on the remote-control panel. This output is 
maintained automatically, regardless of changes in 
tank load or variations in a-c input voltage. The result 
is a uniform product from rack to rack—not too much 
deposition, which wastes valuable anode material, 
time, and labor; not too little deposition, resulting in 
costly rework. 


The low price results from: (1) successful adaptation 
to plating equipment of a low-cost saturable reactor 
circuit, long recognized as the ideal control; and (2) 
the perfection of a new cooling technique which cools 
the germanium cells from both sides and force-cools 
the reactor and transformer for long life. 


Ratings are now being built from 6-volt/750-amp to 
250-volt/140,000-amp, air-cooled and water-cooled. 
Ask your General Electric plating equipment supplier 
for more information, or send in the coupon for bulletin. 
General Electric Co., Schenectady 5, N. Y. 
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SHAPED, EXTRUDED ANODES 


3 STANDARD SHAPES 


“RECTANGULAR” 


“TEAR DROP” 


ROLLED FLAT PLATE ANODE SECT 


This Photomicro- 
graph shows highly 
irregular, uncon- 
trolled grain size—a 
major cause of 
shedding and re- 
sultant rough elec- 
trodeposits. 


“DOG BONE” 


Note small, fully 
controlled regularity 
of grain size that 
promotes uniform 
corrosion, smoothest 
electrodeposits, less 
rejects. 


THE GREATEST ANODE DEVELOPMENT IN YEARS 


4 APW Shaped, Extruded Anodes were developed to extend the useful life of our 
: anodes . . . to assure uniform and consistently smooth electrodeposits . . . 


to 


minimize shedding. They accomplish these objectives for our customers day after 


day—and in addition, they have helped to lower plating costs! 


The anodes are scientifically shaped to retain 80% of original surface area 
y P g 


after 85% by weight has been plated off! You get longer anode life, minimized 
polarization and less silver scrap to be refined. 
The APW Extrusion Process* assures small, uniform grain size controlled between 


definite, ideal limits. Corrosion is smooth, shedding is virtually eliminated, rejects 


are a comparative rarity. 


. Be certain the silver you buy in anodes is used most efficiently and economically. 
: Our service department will be glad to develop special anode shapes to meet 
your particular plating bath conditions. Call or write for a representative, we'll 

be glad to assist with your anode problems. * * 


*Pat. Pending 


231 NEW JERSEY RAILROAD AVENUE > 


THE AMERICAN PLATINUM WORKS 


NEWARK 5, NEW JERSEY 


: (ENGELAARD INDUSTRIES ) 
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GREATER OUTPUT! 


Exclusive PRE-ASSEMBLY means 
FEWER Changeovers ... FASTER Changeovers 


Patented American ‘‘Centerless” Buffs run cooler... 
last longer . . . allow faster machine speeds without burning. 
FEWER changeovers! 


Patented ‘‘Pre-Assembly’’* permits making up complete 
buffing heads (up to 100 sections each) in advance... 
for instant replacement in a single operation. 


FASTER changeovers! 
U. S. Pat. No. 2,599,785 


This is why 
American CENTERLESS BUFFS 
Guarantee 25% to more production YOUR PLANT 


Ask for demon- 


In most plants, the two biggest cost-items are 

Labor and Overhead (including Equipment) . . . almost 
80% of total buffing costs! Revolutionary American 
“CENTERLESS” Buffs help you reduce these costly 
factors . . . increase production per man-hour and 
machine-hour! 


merican VB ff Company 


2414 S. La Salle St., Chicago 16, Ill. ¢ CAlumet 5-1607 
For the job that’s tough... use an American Buff! 
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OFFERS 


AN ENTIRELY NEW PARTS-FINISHING PROCESS 


One-operation finishing, even of 
the most complex parts 


Completely dry process...no lu- 
bricants needed 


Dust and fume free...no need 
forexhaust or ventilating systems 


No set-up time required for 
changing jobs 
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Sets New Standards In 
Pre-Plating Finishing Costs 


Wipe the slate clean of all present concepts of speed, efficiency 
and costs in pre-plating finishing of brass, zinc-base and 
aluminum die-cast parts! In one short, automatically-timed 
operation—and on a multiple mounting of parts—new SPIN- 
FINISH produces surfaces and lustre equal to or surpassing 
that of buffing. 

Savings on time, labor and plant space are tremendous! 
Eliminated are vast exhaust and ventilating systems! You'll 
want to learn all about this startling revolutionary method 
of finishing. Write for complete information now. 


GRAV-I-FLO CORPORATION 
Dept. MF-2, 400 Norwood Avenue, Sturgis, Michigan 
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JET 50 HAS EVERYTHING IT TAKES TO 
- SET NEW RECORDS FOR SPRAY CLEANING 
EFFICIENCY IN YOUR PLANT. 


@ A non-foaming spray cleaner that works at room 
temperature. 


@ Safe for use on all metals. 

@ A positive rust inhibitor. 

@ Moderate cost. Long life at top efficiency. 

@ Heavy dirt load capacity. 

@ Maintains pleasant odor even with heavy dirt load. 
@ Prevents bacterial growth. Nontoxic. Non irritating 


Remember —NOUR (OST to skin. 
PER FINISHED ARTICLE IS THE @ Can be used hot as well as cold. No disposal 
TRUE COST OF YOUR CLEANER problem. 


Let the Northwest Cleaning Specialist explain how Jet 50 can improve your production. 


EMICAL C@. 
DETROIT MICH. 
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High Flow Rates 
Low Servicing Cost 


Plating Plant Engineers will find Sparkler 
filtration engineers most co-operative to 
work with on installations of any size. 


Write Eric Anderson 


FILTERS 


(the origina! horizontal plate filter) 


REPRESENTATIVES IN PRINCIPAL 
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CirTries 


2,208,000 gals. of bright nickel solution are filtered 
in these four Sparkler Horizontal Plate filters (top 
illust.) through a continuous 5 day cycle with 24 
hour operation. Filters are cleaned once a week by 
lifting out the plate cartridge and replacing it with 
a fresh dressed set of plates. Only a few minutes is 
required for this operation. 


In the same plating plant, (lower illust.) the four 
large Sparkler filters are used to filter suspended 
matter from Ronal bright copper solution. These 
filters have a flow capacity of 4800 G.P.H. each. 
The small, far end unit filters suspended matter 
from a copper strike bath. Capacity 2,100 G.P.H. 

On occasion these filters are employed for filter- 
ing out activated carbon and lime from copper solu- 
tion and activated carbon and nickel carbonates 
from nickel solution. 


SPARKLER MANUFACTURING CO. muNDELEIN, ILL. 


Sparkler International Ltd. 


Manufacturing plants in Canada, Holland, Italy, and Australia. 


THROUGHOUT THE 
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Cutting the cost of finishing 77% is typical of results that can be achieved in “Abrasive Tech” Meth- 


ods Rooms. In this case, the manufacturer uses an Openkote Garnet Cloth 100-J belt, with a formed serrated 
rubber contact wheel, to sand this golf-club head and neck. The same type of belt is then used with a harder du- 
rometer, 8-in. wheel to remove scratches from the aluminum sole plate and polish it. Finishing costs have dived from 
41 cents per head to 1 cent. Maybe your production can benefit similarly from Behr-Manning technical service. 


Very often a Behr-Manning methods engineer can provide a helping hand with different 
finishing problems. Just call the nearest Behr-Manning office for a date. There are 17 
well-equipped “Abrasive Tech” Methods Rooms, available for problem-solving, or helping 
finishers brush up on new techniques: Atlanta, Boston, Buffalo, Chicago, Cincinnati, 
Cleveland, Detroit, Grand Rapids, High Point, Indianapolis, Los Angeles, Teterboro, 
Camden, San Francisco, Seattle, St. Louis, and Brantford, Canada. Main office and plant: 
Troy, N. Y. For Export: Norton Behr-Manning Overseas, Inc., New Rochelle, N. Y., U.S.A. 


BEHR-MANNING co. 


A DIVISION OF NORTON COMPANY 


NORTON 
BEHR-MANNING PRODUCTS: Coated Abrasives « Sharpening Stones e Behr-cat Tapes 
NORTON PRODUCTS: Abrasives e Grinding Wheels e« Grinding Machines e Refractories 


ing ‘Abrasive Tech” methods 
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SPECIAL REPORTS ON FINISHING 
NON-FERROUS METALS 


NUMBER I11—Lustrous, Corrosion-Resistant Finishing with 


Chemical Polishing Iridite 


Chromate conversion coatings are wide- 
ly accepted throughout industry as an 
economical means of providing corrosion 
protection, a good base for paint and de- 
corative finishes for non-ferrous metals. 
Certain of these coatings also possess 
chemical polishing abilities that have lus- 
ter-producing, as well as corrosion-inhib- 
iting, effects on zinc and cadmium plate, 
zinc die castings and copper alloys. How- 
ever, continued developments in this field 
have been so rapid that many manufac- 
turers may not be completely aware of the 
breadth of application of this type of fin- 
ish. Hence, this discussion of the many 
ways in which this chemical polishing 
characteristic can be used in final finishing 
or pre-plating treatments to produce a 
lustrous appearance with distinct display 
and sales appeal and appreciable savings 
in cost. Report I on decorative, corrosion- 
resistant finishes and Report II on paint 
base corrosion-resistant finishes are avail- 
able on request. 


The degree of luster possible on a sur- 
face is a function of the degree to which 
the surface can be smoothed. Leveling to 
provide a smooth surface can be achieved 
by mechanical or chemical means, or a 
combination of these, depending upon the 
luster desired and the original condition of 
the metal. Chemical polishing effectively 
imparts luster otherwise difficult and cost- 
ly to obtain. For this reason, it is often 
used to supplement or entirely replace 
mechanical polishing, depending upon the 
application and the original condition of 
the metal. Chemical polishing has the 
additional advantage of providing overall 
treatment of the submerged part. It 
reaches into even the deepest corners and 
recesses that are otherwise inaccessible. 
Certain of the Iridites are specifically de- 
signed to perform this chemical polishing 
operation. Also, they provide corrosion 
protection as do all Iridites, thus may be 
used as a final finish or a pre-plating polish. 
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® 
WHAT IS IRIDITE? 


Briefly, Iridite is the tradename for a specialized line of chromate conversion finishes. 
They are generally applied by dip, some by brush or spray, at or near room temperature, 
with automatic equipment or manual finishing facilities. During application, a chemical 
reaction occurs that produces a thin (.00002” max.) gel-like, complex chromate film of 
@ non-porous nature on the surface of the metal. This film is an integral part of the 
metal itself, thus cannot flake, chip or peel. No special equipment, exhaust systems or 


specially trained personnel are required. te 


If Iridite is to be used as a final finish, in 
contrast to pre-plating treatment, the 
chromate conversion coating generated is 
allowed to remain, providing good corro- 
sion resistance. Color inherent in these 
Iridite films ranges from a yellow cast to 
yellow iridescent. These coatings may be 
used without further treatment where this 
color is acceptable and good corrosion re- 
sistance is desired. Further, these basic 
coatings can be tinted by dyeing. Among 
the dye tints available are shades of red, 
yellow, blue and green. If desirable, the 
basic coatings can also be modified by a 
bleach dip leaving a clear bright or blue 
iridescent finish. In all cases bleaching 
reduces corrosion resistance. 


As examples of this type of final finish- 
ing, Iridites #4-73 and #4-75 (Cast-Zinc- 
Brite) make possible for the first time, 
lustrous chemical polishing of the as-cast 
surface of zinc die castings. Thus, in 
many cases, sizeable savings in finishing 
cost are realized by elimination of plating 
costs. This economical method can be 
used on tools, appliance parts, toy pistols, 
locks and many other small castings. 
Another example is the treatment of cop- 
per and brass parts, such as welding tips, 
to eliminate buffing and provide addition- 
al corrosion resistance. In many cases, 
handling costs are reduced appreciably by 
replacing piece-part handling with bulk 
processing. Still another example of the 
use of this chemical polishing and protect- 
ive quality of Iridite is a simple system of 
zinc plate, Iridite and clear lacquer instead 
of more costly electroplated finishes. Typ- 
ical of this type of lustrous finish are 
builders hardware and wire goods. 


As a pre-plating treatment, in contrast 
to final finishes, Iridite can be used to 
chemically polish zinc die castings or cop- 
per prior to plating. In such cases, Iridite 
should be applied as an in-process step, so 
that the protective film is removed before 
the plating cycle. The savings in hand- 
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ling, material and labor costs are obvious. 
This process has made it practical to plate 
chrome directly over copper on steel, con- 
serving nickel, yet producing a lustrous 
chrome finish. Used after stripping faul- 
ty plate in reprocessing zinc die castings, 
Iridite restores luster to the casting, 
thus making possible replating without 
blistering. 


Other Iridite finishes are available to 
produce maximum corrosion resistance, 
a wide variety of decorative finishes and 
excellent bases for paint on all commercial 
forms of the more commonly used non-fer- 
rous metals. As a final finish, appearance 
ranges from clear bright to olive drab and 
brown and many films can be bleached or 
dyed. As a paint base Iridite provides 
excellent initial and retentive paint adhe- 
sion and a self-healing property which pro- 
tects bare metal if exposed by scratching. 
Iridites have low electrical resistance. 
Some can be soldered and welded. The 
Iridite film itself does not affect the dimen- 
sional stability of close tolerance parts. 


Iridites are widely approved under both 
Armed Services and industrial specifica- 
tions because of their top performance, 
low cost and savings of materials and 
equipment. 


You can see then, that with the many 
factors to be considered, selection of the 
Iridite best suited to your product de- 
mands the services of a specialist. That’s 
why Allied maintains a staff of competent 
Field Engineers—to help you select the 
Iridite to make your installation most effi- 
cient in improving the quality of your 
product. You'll find your Allied Field 
Engineer listed under ‘Plating Supplies” 
in your classified telephone book. Or, 
write direct and tell ws your problem. 
Complete literature and data, as well as 
sample part processing, is available. 
Allied Research Products, Inc., 4004-06 
East Monument Street, Baltimore 5, 
Maryland. 
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fe Hydraulic operation, standard; 
Rheumatic operation, optional. 


Cycle changing requires no costly overhaul or rebuilding. Only the positions 
of pick-up heads need be moved, plus minor tank partition changes. 


New, simple electro-mechanical control and safety device eliminates all possi- 
bility of conveyor failure .. makes it impossible to push racks into side of 
tank prevents load from dropping if power fails during work transfer. 


Unusually low headroom required because no elevating mechanism operates 
above rack carrier. 


Self-cleaning heavy duty contacts have positive 3-point connection . . . need 
practically no attention. 


Easily removable rack carriers leave tank surfaces clear . . . an advantage in 
servicing and in manual plating of large pieces. 


Automatic loading and unloading of parts from standard double-spine racks is 
available . . . parts can be automatically unloaded while racks stay on machine. 


Write For Brochure 


LASALCO, INC. 


HOME OFFICE: 2820 LaSalle St. - St. Lovis 4, Mo. + PRospect 1-2990 
IN TEXAS: 1113 Perry Road = Irving (Dallas), Texas + Blackburn 3-4921 
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| equipment 


Automatic Machines for Plating-Anodizing, etc. 


Dryers, Centrifugal 


Partially Automatic Plating Machines 


Plating Barrels 
Rectifiers 
Rheostats, Switches — Controls 


Tray — Transfer Type Cleaning — Rinsing — 
Dipping Units 


Tumbling Barrels — “Horizontal” — “Tilting” 


Special equipment designed and built 


COMPLETE DETAILS SENT PROMPTLY ON REQUEST 


CROWN RHEOSTAT AND SUPPLY COMPAN 


3465 N. KIMBALL AVENUE + CHICAGO 18, ILLINOIS 
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MANY FINE SURFACES REFLECT THE USE OF 
PFIZER CITRIC, GLUCONIC AND TARTARIC 
ACIDS—Pfizer Citrates, Gluconates and Tartrates contribute to brightness 
like you see above. Whether it be through electroplating, cleaning or polishing, these 
Pfizer organic acids offer many advantages to metal finishers. One big advantage is 
NON-TOXICITY — greater safety for personnel in materials handling. Another ad- 
vantage is mildness—so necessary in household and specialized industrial cleaners 
= and polishes. Write for Technical Bulletin 61 which describes in detail the many 
outstanding uses for PFIZER ORGANIC ACIDS in metal finishing. 


a CHAS. PFIZER & CO., INC. 
Chemical Sales Division 
Manufacturing Chemists for Over 100 Years 6, Y. 
Branch Offices: Chicago, San Francisco, Calif.; 
Vernon, Calif.; Atlanta, Ga.; Dalias, Texas 
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coils require 6 to 8 hours. 


Platecoil at Athens Stove Works heats 1,800 gallons of 
water from room temperature to boiling in 2 hours. Pipe 


3 Knape & Vogt Manufacturing Co. finds Platecoil units require Platecoil units enable Kirsch Co. to reduce plating solu- 
Be less tank space, reduce accidental shorting out and reduce time tion temperatures, obtain better appearance and shorten 
oe for cleaning because of their smooth surfaces. plating time. Temperature is maintained below 80° F. 


PLATING AND FINISHING MADE FASTER 
AND MORE PROFITABLE with tranter pratecon® 


Achieving more production in less time at lower cost helps sweeten the profit picture for 
platers and finishers. Tranter Platecoil units slash non-productive downtime, increase tank capacity 
and shorten operating cycles to make productive time more profitable. Greater prime 
heat transfer surface cuts heat up time compared to that required by old-fashioned pipe coils. 
Compact design gives more capacity in the tank for work loads compared to the 
space left by bulky pipe coils. The smooth surface of Platecoil resists fouling by deposits 

to cut cleaning requirements and to maintain efficiency. Easier to clean than a jumble of 
pipe coils, Platecoil units also save maintenance time. You'll find it profitable to use Tranter Platecoil. 


It's TIME (and money) you save with Tranter 
Platecoil units. Order them now. Or for more 
information, send today for Bulletin P-52. 


= DIVISION 


Space limitations in the Addressograph-Multigraph plating department led TRANTER MFG., INC., Lansing 4, Michigan 
to use of Platecoil. It cost less than pipe coils, improved efficiency and 
cut maintenance 50%. You'll find our Catalog in Sweet's Plant Engineering File 
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A. BRIGHT FUTURE IN music STANDS 
WITH UDYLITE HI-C BRIGHT NICKEL 


Krauth and Benninghofen, of Hamilton, Ohio, has 
been making music stands for almost a hundred 
years. Now a third generation continues the opera- 
tions making about 99 percent of all the music 
stands sold in the United States. 


Last year Udylite Bright Nickel 514H, the high 
chloride, high speed process, with a bright chrome 
overlay replaced the single step gray nickel which 
had long been the standard music stand finish. 


The sales appeal of the bright nickel bright chrome 
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finish forced higher production to meet the 20 per 
cent sales increase. 


The operation of a Udylite high production Full 
Automatic Plating Machine enables these people 
to apply the new double process finish with pre- 
cision and to get this better appearance and better 
corrosion resistance at lower unit cost. 


Update your finish, your production and your costs 
with all of the advantages of Udylite Processes and 
Equipment. 


a 
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Disposal 
metal finishing 
easy 


1. CYCLATOR® Clarifier: A high-capacity 
unit for removing metals, soluble oils and 
suspended solids, and for pH adjustment. 


Treatment of pickle liquors, detergents, 
plating solutions, coolants and rinse waters 
is rapid and economical when you use 
INFILCO equipment. One or more of the 
units shown here will provide a permanent 
solution for your waste disposal problem. 


3. PRIMARY CLARIFIER: For recovery of 2. VORTI-MIX® Circulator: For primary treatment of 
oil and removal of settleable solids when two plating wastes which contain chromates and cyanide. 
stage treatment is required. Also applied to pickle liquor neutralization and 


cracking of oil emulsions. 


The proven success of this 
equipment in the metal 
finishing industry is your 
assurance of satisfaction. 
See your consulting 
engineer or write for 

The one company 


complete information. offering equipment 
° for all types of 

water and waste 
treatment— 
coagulation, 

INFILCO INC. precipitation, 
sedimentation, 

912 South Campbell Ave., fiitration, flotation, 


aeration, ion 
Tucson, Arizona exchange and 


Field Offices throughout the United States processes. 
and in Foreign Countries 
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Photo courtesy Mitchell-Bate Co., Waterbury, Conn. 


What’s being lowered here 7? 


SAVINGS START soon as users lower racks and 
baskets into Coating 218X. This approved vinyl 
plastisol provides insulation that lasts phenomen- 
ally long. It withstands toughest plating and 
cleaning cycles, even vapor degreasing cycles. It 
won't chip, tear, blister . . . won’t contaminate 
baths. Coast to coast, platers know how it cuts 
maintenance to the bone, saves most time and 
money in the end. 
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If you want a nearby, experienced firm special- 
izing in plastisol application to do the job for you, 
we'll gladly supply names. 


PLATING Teer ME 


METAL « THER™MIT 


SORPORATION 


WELDING 
METALS & ALLOTS GENERAL OFFICES: RAHWAY, NEW JERSEY 


MELTING Atianta Pittsburgh Detroit * E. Chicago © Los Angeles 
In Canada: Metal & Thermit-United Chromium of Canada, Limited, Rexdale, Ont. 
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Designed by topflight designers at home and abroad, these wrought-iron pieces are backed by Salterini’s 35-year reputation and a 
warranty for at least ten rust-free years of service. 


Du Pont zinc-plating process gives Salterini: 
“..@ Uniform, close-grained finish for wrought iron” 


“yy Pont electroplating processes and chemicals give us 
a fine-textured, close-grain underseal for our finishes,” 
says George Cooperman, production manager of John 
B. Salterini Co., Inc., Covington, Va. “They also provide 
; rust- and corrosion-resistant protection that enables us 
i to guarantee unconditionally ‘at least 10 years of rust- 
free service.” 

The production features that appeal especially to Sal- 
terini are the dependable performance of the bath and its 
adaptability. They plate 24% to 4 tons of furniture per 
shift with a thick corrosion-resistant coating of zinc. Plat- 
ing current is varied from 60 to 90 amperes per square 
foot, depending on the work being processed, with con- 
sistently good results, 


“In the many years we’ve used the Du Pont zinc-plating 


process and Du Pont products, including ‘Cyanegg’ sodi- Wrought-iron furniture entering plating bath. 
um cyanide and zinc cyanide, we’ve never had a complaint 
that could be traced to the electroplating.” requirements .. . or for any other information you may 


In the selection of chemicals and processes to meet your _— require. . . call on the Du Pont technical service organi- 
zation. Assistance is available through your Du Pont rep- 
resentative or by writing: E. I. du Pont de Nemours & Co. 
(Inc.), Electrochemicals Dept., Wilmington 98, Delaware. 


ELECTROPLATING 


chemicals processes service 


REG. U.S. PAT. OFF 


BETTER THINGS FOR BETTER LIVING ... THROUGH CHEMISTRY 


2 Zinc-plated pieces ready for inspection and final finishing. 
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PRECISION 
AUTOMATIC 


This modular precision electroplating ma- 
chine is a big subject. Please send for 
our technical bulletin, learn all the facts, 
compare—or call the Wagner Man in your 
area. He’ll study your problems and help 
you achieve better plating at lower costs. 
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400 MIDLAND AVE., DETROIT 3, MICHIGAN 


CHICAGO + CINCINNATI © CLEVELAND © INDIANAPOLIS NEW YORK ROCHESTER GRAND RAPIDS 


Any day of the week you’ll see us lift a 3200 pound automobile 
with the elevating mechanism of our standard automatic plating 
machine. That’s just to dramatize the dynamic lift capacity of 
our modular type machine. This excessive capacity simply means 
that deflection under normal loads is minimum, thus strain on 
alignment mechanisms is eliminated, wear and downtime is re- 
duced to the vanishing point. Your own personnel—any mechanic 
—can make precision adjustments of critical transfer members, 
including the main lift boom, carrier lift angle assemblies and 
carrier rail support brackets. Maintenance is simple as standard 
gear racks and pinions are used throughout the entire elevator 
mechanism (altho capacity can be increased 50% by substituting 
our heavy duty rack). Hardened guide rollers have positive 
lubrication—or central lubrication may be installed at low cost. 

Here’s how you get low cost installation and servicing, even 
later alterations. All details are interchangeable, precision drilled 
and machined, preassembled. Our modular design permits easy 
lengthening or shortening for long term production changes; parts, 
assemblies, even sections may be replaced. Every part is drilled, 
reamed, tapped and milled in special co-ordinated fixtures; 
sections are assembled in giant jigs 
for fool-proof self-aligning. A single 
hydraulic power unit interconnected 
to two hydromotors with micro ad- 
justment of acceleration and decel- 
eration permits work carriers to be 
lifted, transferred and deposited 
gently without jarring or loss of parts. 


Typical pre-assembled single station 
elevator housing ready for bolting 
through jig-drilled holes in main 
carriage. Note adjustable roller a 


BROTHERS INC. 
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Shoot your 


chrome questions 


at Diamond 


Let D1amonp’s technical specialists zero in on your 
chrome-plating problems. These specialists are 
ready and able to handle your questions—quickly 
and completely. Their service is free. 

In making chromic acid, D1amMonp controls 
quality from start to finish. D1amonp experience 
begins with importing the chrome ore and making 
the soda ash. It includes every step through produc- 
tion and delivery, right up to standing by your 
side, if you wish, to help you get top-quality plating 
results consistently, economically. 
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Driamonp facilities—two chromic acid plants and 
nine warehouses and sales offices across the country 
—agure you uninterrupted supply. D1amMonp 
ALKALI Company, 300 Union Commerce Building, 
Cleveland 14, Ohio. 


Ti 
Chromic Acid 


METAL FINISHING, February, 1957 


| 
| 
| 


957 


Tips .114 dia. 
phosphor bronze 


Tips .114 dia. Tips 1/16” dia. 


phosphor bronze phosphor bronze 


Tips 1/16x1/2” 
phosphor bronze 


Tips 3/32” dia. 
phosphor bronze 


Tips 1/16x1/2” 
phosphor bronze 


Add $1.50 packing charge on orders for less than 12 racks. Prices F.O.B. Chicago. 


Made of BEST materials obtainable 


SPINES are one-piece solid copper, round cornered 
and sand-blasted for perfect adhesion of the insulation. 


RIGID CONSTRUCTION. The phosphor bronze tips 
are riveted to the spine, then soldered where neces- 
sary for complete rigidity. Do not confuse with Think- 
er Boy construction—the tips are not replaceable. 


COATED AFTER ASSEMBLY with the same Univer- 
sal Plastic used on BELKE Custom-Built and Thinker 
Boy Racks—withstand all cleaning and plating cycles. 


The low prices are made possible through economies 
of mass production. No specifications can be changed 
at these prices except in mass production quantities. 
Prices subject to change with changes in costs. 


Place your order early 


Economy Racks will be stocked for immediate 
shipment as soon as production catches up with 
the demand. In the meantime please order in 
advance of your requirements and avoid dis- 
appointment. 


Manufacturing Company 
947 N. Cicero Ave., Chicago 51 


EVERYTHING FOR PLATING PLANTS 


You Expect Top Quality From Belke .... And You Get It! 
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MODEL 
VARIABLE SPEED 


Note Carefully These 
IMPORTANT POINTS 


Barrels can be filled with parts or abra- 
sive — while running. 


No. 5—Single Speed 


Work can be watched — samples re- 
moved for inspection — while running. 


Angle can be changed for best abrasive 
or polishing action — while running. 


Barrels can be emptied by tilting to 
pouring position — while running. 


No. 5A—Variable Speed 


No. 5A—Single Speed Barrels are made in various sizes, shapes, 
and materials. They are easily repiaced. 


If You’re a Tumbler, Send 
for This NEW CATALOG 


THE HENDERSON BROS. COMPANY 
"The Tumbling People” 


136 SOUTH LEONARD STREET 
WATERBURY, CONNECTICUT 


No. 6—Single Speed 


SINCE 1880 
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i Bench-Type Single Speed 
No. 5—Variable Speed 
J ae 
\ = 
DESIGNERS AND BUILDERS OF TUMBLING BARREL EQUIPMENT 


‘Pioneers in Control for the Pla a Industry i 
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KOCOUR Electronic Thickness Tester 


A NEW MODEL 


To solve your plating thickness problems! 


The importance of thickness testing cannot be over-estimated. However, 
the accuracy of a thickness test can be no better than the accuracy of 
the method used. Can you rely with confidence on the method you are 
now using? To what degree does the “human element” influence the 
accuracy of the results? 


The Kocour Electronic Thickness Tester Model 955 will give you readings 
with an accuracy of 90-95%. Furthermore, with the new Calibration 
feature used in conjunction with Kocour Thickness Standards, you can 
not only check the accuracy, but calibrate the instrument to correct 
slightly high or low readings. A plating selector switch indicates all of 
the commonly plated metals which can be tested on various basis 
metals and materials . . . human error is "ie eliminated by the 
automatic operation . . . readings are direct . . . results are reproducible 
. average test requires about one minute. 


These features add up to a dependable instrument which will solve your 
problems efficiently, accurately and quickly. Write for further details 
today! 


Ask for a demonstration or 15-day Free Trial. 


KOCOUR CO. 


Model 955 


4802 S. ST. LOUIS AVE. 
CHICAGO 32, ILLINOIS 
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32. Method of Treating-Plating Waste 


= 
© 


DISPOSAL? 


There is no one process that will solve all plating waste problems. 
Experience has shown staff and consulting engineers that the 
correct solution can be obtained only by thoroughly evaluating 

all the factors in each case. 


' Whether the answer is recovery, disposal or a combination of both, 
Graver has complete equipment to do the job. Graver’s 50 years of 
liquid treatment experience has resulted in equipment of advanced 
designs and engineered flexibility to suit individual requirements. 


WRITE FOR TECHNICAL ARTICLE AND BULLETINS: 
T-136: Plating Waste Solutions; Recovery or Disposal 


WC-103A: Reactivators e WC-111: lon Exchangers 


|GRAVER Industrial Waste Treatment Dept: W-211 
GRAVER WATER CONDITIONING CO. 
Division of Graver Tank & Mfg. Co., Inc. 


216 West 14th Street, New York 11, N. Y. 


- 38 38/Circle on Readers’ Service Card METAL FINISHING, February, 1957 


: 
| 
} 
f 
‘ 
= 


Formulators prefer Dow Alkali 
for efficient metal cleaning 


Formulators with know-how start with Dow Alkali as the 
base in their top-quality metal cleaning compounds. Why? 
Because Dow Alkali delivers the high cleaning power they 
need. Formulations containing Dow Caustic Soda Flake 
and Dow Sodium Orthosilicate clean fast and thoroughly, 


YOU CAN DEPEND ON 


METAL FINISHING, February, 1957 


leave metal parts and products free of dirt, grime and grease. 
Many plants have cut operating costs and increased effi- 
ciency by switching to a topnotch alkali cleaner made with 
Dow products. Why not give it a try? THE DOW CHEMICAL 
COMPANY, Midland, Michigan, Department AL607K. 
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Colson Cuts Plating Time, Costs 
and Improves Quality with 
New G-S Belt-Drive Barrels 


“When a production man can see a way to 
save manhours, and money while producing 
a better product, he’s always interested” said 
Jack Davis, Plant Manager of Colson Corp., 
Elyria, Ohio. “We changed over our plating 
line to G-S Barrels for cadmium and zinc. 
Now, after 3 years, our figures show man- 
hour savings, and practically no maintenance 
costs or replacement of equipment. 


Colson typical of all G-S installations! . . . 
G-S “Cogged-V-Belt” Drive Plating Barrels 
offer platers larger loads, faster, better plat- 
ing at higher current densities. They deliver 
“through cycle” service, and longer equip- 
ment life with no down-time. No other equip- 
ment can match G-S feature-for-feature at 
any price. (U. S. Pat. 2,562,084. Other Pats. 
Applied For.) That’s why G-S equipped plat- 
ers are getting the biggest returns per invest- 
ment in the industry. Check into the G-S Con- 
version Plan for your plant. It costs less than 
you think, and will pay for itself in savings. 
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(above) Reprinted courtesy Factory Management and Maintenance, 


July, 1956, Page 94, ‘Putting Big-Time Ideas to Work’’ (at Colson 


Corp., Elyria, Ohio) 


that G-S means Greater Savings 


SA 


drive gear, 


No gears or 
solution. 


VE 


100% 


gear maintenance 


Eliminated: cylinder end 


idler gear, 


pinion gear, 3 bearings. 


bearings in 


"The Belt-Drive with the Gear Grip’’ — Exclusive G-S cogged 
V-belt and cogged drive-pulley, constant meshed for positive power 
transmission without gears. Can’t slip, creep, vary speed. Cogged- 
V-Belts steel tensile members won't stretch. “Locking U-Hubs’ — 
danglers angled down through hubs won't ride up on load. Quick, 
easy changing of cylinder and danglers saves hours. Adjustable 


Bearings, Floating End Plates for constant con- 
tact. Total cylinder immersion prevents explosions. 
Cylinders of H-T Sincolite or Tempron (hard rub- 
ber) fusion-welded, heavy-ribbed construction. 
See more features than ever before offered. Send 
for Bulletin GSB 101. 


The G. S$. Equipment 


15585 Brookpark Road Cleveland 11, Ohio jem 


Clearwater 2-4774 
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way of plating caster parts with cadmium 
New Way Five perforated, hexagon 
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: nicked. An electric chain hoist moves barrels 
J in a series of six tanks. Neither the work nor 
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WANT A BETTER ALUMINUM 
CLEANER FOR USE IN 
SPRAY WASHERS? 


get the 


newest and best 
...Wyandotte 
Spray-Altrex! 


Here is a mild, safe cleaner, with heavy-duty action, 
especially developed by Wyandotte for spray-washing 
aluminum — yet, it cleans most other metals, too. Easy 
to control, it works well in all kinds of water; cleans 
without foaming. 


Wyandotte Spray-ALtrEx is 100% soluble, has long 
life; it produces bright, clean surfaces. It has low sur- 
face and interfacial tensions; will not attack aluminum. 


Spray-ALTREX is just one of the many valuable 
products Wyandotte produces for the metal-finishing 
industry. Others include: F.S. for steel electrocleaning, 
Lecrrite-NF for brass and other nonferrous-metal 
electrocleaning, and W.L.G.* for steel and_ brass 
soak cleaning. 


ADVANTAGES OF SPRAY-ALTREX: 


@ Inhibited — will not attack aluminum alloys in normal 
recommended concentrations. 


@ Exceptional detergency for removal of shop dirt, 
fabricating oils in spray washers. Effectively removes 
marking inks on aluminum. 


High soil-suspending properties. 

Free rinsing. 

Non-foaming — can be used in high-pressure washers. 
Outstanding life. 

100% soluble. 


Can be used in hard or soft water. 
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Our competent service representatives can advise 
you on the best metal-processing methods. So, get in 
touch with us today. Fill out and mail coupon for 
complete details. Wyandotte Chemicals Corporation, 
Wyandotte, Michigan. Also Los Nietos, California. 


Offices in principal cities. 
*REG. U.S. PAT. OFF. 


yandotte CHEMICALS 


J. B. FORD DIVISION 
THE BEST IN CHEMICAL PRODUCTS FOR METAL FINISHING 


* MAIL COUPON TODAY 


Wyandotte Chemicals Corporation 
Dept. 2484 
Wyandotte, Michigan 


Please send me more information on the following products: 


Name Title 


Firm 


Address 


City Zone State 
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Always buying 
at top prices 


Whether it’s 
carload or a 
handful, you’re 


ON THE 
RIGHT TRACK 


when you ship us your 


KEL SCRAP 


For prompt quotation 
send us a 5-lb. 
representative sample 
of your accumulation 


Invoice us for somple or we will 
pay on basis of laboratory analysis. 
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EDISON BLDG. I Verside 4-4123 


RECOVERED 
PLATING BAT 


| 


DISTILLATE 
RECEIVER 


New recovery system cuts plating costs! 


Industrial’s Plating Bath Recovery Equipment provides 
complete recovery of acid and metal dragout losses, using 
a rapid evaporation process engineered to suit your opera- 
tion. The savings can be fantastic...the system not only 
returns fresh plating solution to the bath and pure water to 
rinse tanks...it eliminates the high cost and trouble of 
neutralizing corrosive rinse water for disposal. 

Here is a typical example of what Industrial engineers can do: 


Saves $925.00 per week. A company plates metal 
parts with a copper-tin-lead alloy, using a series of plating 
machines with a total bath drag-out of 16.65 gallons per 


Send for complete data... 


INDUSTRIAL 


FILTER & PUMP MFG. CO. 


5906 OGDEN AVENUE - CHICAGO 50, ILLINOIS | 
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hour. Replacement of solutions and destruction of rinse water 
(to avoid damage to sewage systems and to meet anti- 
pollution requirements) costs $12.46 per hour. Recovery 
with an Industrial unit costs $2.13 per hour. The 
equipment pays for itself in 164 working days. 


Unbelievable?...No sir!...These are systems de- 
signed by a company with a 30-year reputation for building 
the best in plating equipment. Let us prove it—our staff will 
be glad to make an analysis of your process, recommend 
equipment and estimate costs and savings. 


Please send me reprints of articles and literature on 


Industrial’s Plating Waste Recovery systems. 


NAME TITLE 
COMPANY 
ADDRESS 
CITY STATE 
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Only 100% Dynel Guarantees 


Maximum Resistance to Acids 
and Caustics—Blended fabrics 
only part of the job! 


100% DYNEL 
Cuts work clothes costs as much as 93%. 
Outwears cotton and wool by 50 to 1. 
Durable, comfortable and easy to care for. 
Washes easily, dries quickly. 

Needs little or no ironing. 

Expertly tailored for on the job wear. 
Will not support combustion. 


LABORATORY COAT 
STYLE 3895 
GREY-$10.95 ea. 


SHIRT—STYLE 3925 
GREY— 6.95 ea. 
PANTS-—STYLE 3901 
GREY- 7.95 ea. 


COVERALLS 
STYLE 3999 
GREY—13.95 ea. 


NEW 1957 CATALOG is ready, including pictures and 
swatches of the latest styles in 100% ORLON and 100% 
DYNEL and many blended fabrics. 


' + WORKLON, INC., Dept. MF-27, 253 W. 28th St., New York, N. Y. 
Gentlemen: 

= Send me the new illustrated Worklon Catalog FREE! Cc 
* Please send me the Dynel work clothes listed below: 
QUAN. STYLE # SIZE PRICE 

' 

TOTAL $ 

Enclosed find check Money order Send C.O.D. 
4 We pay postage on prepaid orders. Postage charges added on 
a C.O.D. orders. 

NAME 

ADDRESS 

H CITY STATE 


WORKLON 


253 West 28th Street, New York, N. Y. 
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ANODIZING 
RINSE WATER 


SODIUM 


NEUTRALIZING 


TANK 


ANION 
EXCHANGER 


100 ppm CrO, pH = 8.3 


CAUSTIC (NaOH) 7 REGENERATION EFFLUENT | 


SODIUM CHROMATE 3 


CATION 
EXCHANGER 


RECOVERY OF CHROMIC ACID 
FROM ANODIZING RINSE WATER 


The block diagram above indicates one method of 


PURE CrO, PURE 


CATION 
EXCHANGER 


RETURN TO 
ANODIZING 
TANKS 


RETURN 


using ionXchange to save money, in the plating rooms 


of a large automobile plant, by recovering the chromic 
acid from the rinse tanks of anodizing operations. 
The cost of equipment was much less than the cost of 
a disposal plant, and the savings through recovery 
were substantial enough to make the investment a very 
profitable one. 


REMOVAL OF ALUMINUM 
FROM ANODIZING BATH 


A secondary purpose for one part of the same install- 
ation was the removal of aluminum from the anodizing 
baths. When the concentration of aluminum in any 
anodizing tank rose to nearly 1 g. per liter, that tank 
was cycled through the cation exchanger and the 
aluminum removed, thus saving over $250 a week 
compared with partial dumping. For details on this and 
many other money-saving applications of ILLCO-WAY 
ionX change, write us or consult your Illinois Water 
Treatment Company representative. 


ILLINOIS WATER TREATMENT CO. 


840 CEDAR ST., ROCKFORD, ILLINOIS 


ion Xchange 


NEW YORK OFFICE: 141 E. 44TH ST. NEW YORK 17, N.Y. 
CANADIAN DIST. PUMPS & SOFTENERS, LTD. LONDON, ONT. 
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FOR PRODUCTION 


BELT DRIVEN 
PLATING BARREL 


4 «Lower Initial Cost 


BELT DRIVEN 


tz Belt Drive complete cycle Plating 
arrel. This unit incorporates a cylin- 
r of one piece Plexiglas construc- 
on, suspended and rotated by two 
belts and arranged between cast 
guide frames protected with 
16” thick special vulcanized hard 
bber. For smooth barrel operation, 
nddle horns are located on 15” cen- 
rs, 4 provided for maximum current. 
linder door is heavily reinforced 
d is locked with vinyl chloride cov- 


reater Current Carrying Capacity 
hich Lowers Plating Time and Cost... 


44 LOWEST Possible 
Maintenance 


4 No Cylinder Gears 


4 No 


Cylinder Bearings 


ered spring steel bung clamps. Cath- 
ode contactors are dangler type. These 
units made to fit most makes of plat- 
ing tanks and furnished also with 
motor drives mounted directly on cy- 
linder superstructure. Standard sizes 
14”x30” and 14”’x36” (1.D.) 13 addi- 
round on 3/16” 
centers. Patented 
dual hole for pro- 
cessing of ex- 
tremely small 
parts available. 


Specially designed counter pulleys 
of monel metal with deep dimples 
for positive grip against belt face. 


required. 


work load. 


PORTABLE PLATING 


@ The Stutz Portable Barrel is made in 2 standard sizes with 
cylinders having inside dimensions of 6” x 12” and 8” x 18”, 
1.D., and smaller upon application. Standard openings are 
3/32". Smaller or larger openings can be furnished as 


@ Baskets in perforated metals or wire mesh. 


@ Load/Unload Stand for convenient and fast handling of 


STUTZ 


BARRELS 


This shows the belt expanding into 
the dimples of the driving pulleys. 
This action provides positive pull 
with no abrasion to the belt what- 
soever. 


Patent Pending 


Write for Catalog & Prices 


METAL FINISHING, February, 1957 


GEORGE A. STUTZ MFG. CO. 
4430 CARROLL AVENUE - CHICAGO 24, ILL. 98 Veer 
“Complete Metal Finishing Equipment & Supplies” 
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A N (TRERICE 
BE 
PROVED... & 


Self-Operating Temperature Regulators Improve 
Plating Quality, Lower Your Plating Costs ! 


Thickness of plate, lustre, finish—all are governed 
by temperature. To control temperature, to keep 
it at the one best level, is to control these factors. 


TRERICE No. 90400 Indicating Self-Operating 
Regulators maintain precise temperatures automatic- 
ally . .. eliminate the hazards of trial and error. They 
prevent evaporation losses, cut down on rejects and 
insure uniform plating quality. You save time, labor, 
fuel costs. 


TRERICE No. 90400 regulators are completely self- 
contained, self-operating . . . require no electricity or 
air. Regulator and thermometer operate indepen- 
dently for positive double-check accuracy. Bulbs and 
capillaries are adapted to individual requirements for 
highest resistance to corrosive action of metal finish- 
ing solutions. 


The TRERICE No. 90400 can be used on most all 
plating, anodizing, bonderizing, cleaning, pickling 
and rinse tanks. For operations which require ex- 
tremely high accuracy, Trerice air-operated controls 
are available. Without cost or obligation, the “Trerice 
Man” can show you how the application of Trerice 
temperature controls can substantially improve prod- 
uct quality and reduce processing costs. 


NG APPLICATION OF 
TYPICAL INSTALLATION SHOWING 
NO. 90400 INDICATING SELF-OPERATING 


ATURE REGULATOR 


emperature 
Control 


\ rower, COSTS: 


Send Today for Bulletin 803—TRERICE TEMPERA- 
TURE CONTROLS for the Metal Finishing Industries 


H. 0. TRERICE CO. 1424 W. Lafayette Blvd., Detroit 16, Mich 


Factory representatives in principal cities of U.S. and Canada 
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BOOKS FOR YOUR 
PLANT LIBRARY 


PRINCIPLES OF ELECTROPLATING 
AND ELECTROFORMING 
REVISED THIRD EDITION 
$7.00 PER COPY 
ELECTROPLATING ENGINEERING 
HANDBOOK 
$10.00 PER COPY 
ELECTROPLATING 
$5.00 PER COPY 

MODERN ELECTROPLATING 
$9.50 PER COPY 

HANDBOOK OF BARREL FINISHING 
$7.50 PER COPY 

PROTECTIVE COATINGS FOR METALS 
$12.00 PER COPY 

METALLIZING NON-CONDUCTORS 
$2.00 PER COPY 

DICTIONARY OF METAL FINISHING 
CHEMICALS 
$3.00 PER COPY 
1957 METAL FINISHING 
GUIDEBOOK-DIRECTORY 


$3.50 PER COPY 


Book Orders Payable in Advance 


FINISHING PUBLICATIONS, INC. 


381 Broadway Westwood, N. J. 
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Trade Mark 


News abit 
COATINGS ior M[EWALS 


Metallic........ Decorative ........ Protective 


“Automated” chromium bath helps 


Tantalum protects new 
electric immersion heater 


A tantalum sheath encases the heating 
element in an electric immersion heater 
developed by Metal & Thermit. This is 
truly advanced design. It permits direct 
application of electric heat in all acid 
solutions except hydrofluoric and fum- 
ing sulfuric. It serves as a 5000-watt 
auxiliary heater ... is rugged enough 
for long, continuous primary service. 
Tantalum is an acid-proof, corrosion- 
proof metal comparable to steel in 
strength. It is available in Unichrome 
U-bend and “hairpin”-bend coils, also. 
These coils can be used for both heat- 
ing and cooling, outlast ordinary coils 
many times over, cutting downtime and 
costs. Send for more: information. 


NEW CYLINDRICAL ANODE 
EXPOSES LARGER 
EFFECTIVE SURFACE 


A new style of Unichrome round anode 
for chromium plating features a ribbed 
perimeter. The ribs give 75 current 
throwing edges or “points” in the 2” 
diameter anode, and 55 edges in the 
1144” anode. 

This multipoint ribbed anode prevents 
trivalent chromium build-up in solu- 
tions where cathode area is large. It 
offers all the advantages of the original 
smooth round Unichrome Anode. These 
include longer life, better current dis- 
tribution, high conductivity, resistance 
to warping. Send for data sheet RRA-1. 


Unichrome is a trademark of Metal & Thermit Corp. 


METAL & THERMIT 


CORPORATION 


General Offices: Rahway, New Jersey 
Pittsburgh + Atlanta * Detroit 
East Chicago * Los Angeles 
In Canada: Metal & Thermit—United Chromium 
of Canada, Limited, Rexdale, Ont. 
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cut plating costs 


¢ Bath automatically kept in 
optimum balance 


Chemical control greatly 
simplified with Unichrome 
SRHS® Chromium Process 


In up-to-date chromium plating 
plants, even the chromium bath 
contributes to ‘‘automation”’ of 
operation. It’s done by using the 
Unichrome SRHS® Bath. 


Remarkable feature of SRHS 
Solutions is the self regulation of 
important chemical constituents. 
In effect, this means automated 
control. Automatically kept in op- 
timum balance, the bath assures 
good results, saves manhours and 
money. 


OPERATION IS EASIER 


Unlike plating with ordinary chro- 
mium, there’s no need to make 
lengthy analyses of samples of the 
SRHS solution; no need to lose 
time determining additions to the 
bath to restore proper balance for 
good plating. 

Instead, the unique formula of 
the SRHS compound permits a 
reserve of chemical to be avail- 
able in the tank ready to dissolve 
automatically in the right amount 
needed to replace losses. A simple 
hydrometer reading tells when to 
add more SRHS Compound. 

By maintaining themselves con- 
tinuously in peak plating balance, 
the SRHS baths provide not only 
a more foolproof operation, but 
also better results. 


1957 


A simple hydrometer check, taken at periodic 
intervals, indicates when ‘additional SRHS 
Compound is needed. 


HOW RESULTS ARE IMPROVED 


Through this automated control 
of plating balance, the numerous 
cost-cutting benefits of SRHS are 
achieved to the fullest. Plants 
plate up to twice as fast as with 
ordinary chromium .. . save on 
power consumption . . . gain more 
production capacity without extra 
equipment . . . and reduce the 
“burning” and “missing” that ac- 
count for so many rejects. 

For details, send for Bulletin 
SRHS-3, or for a Metal & Thermit 
engineer. 
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-@ BRASS ADDITIVE | 


Boosts Production 


e Increases efficiency and throwing power Cuts Rejects 


— Also available 


seco. =©@ Produces brighter and faster plating Can be used in 


standard and high 


COP-BRITE 
and @ Allows use of higher current density speed formulations 
BARREL . still and 
Retards anode polarization barrel plating. 
“ger"@ Eliminates cyanide and ammonia fumes 
4 e Write for 
complete 
A Proven Process . . . Used successfully information 


by both manufacturers and job platers 


ELCO FINISHING EQUIPMENT CORP. 


153 EAST 26th STREET ¢ NEW YORK 10, N. Y. 
Telephone: LExington 2-3055 
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For the “Solution to your Plating 
Problems”, .. Come to 


Rhodium Plating for jewelry offers the advantages of 


whiteness, lustre and corrosion resistance... . ‘ 
our staff, without 


2 For electrical and other applications: protection from ee 
obligation, about your 
corrosion in air or unusual conditions ... Particularly specific plating problems. 


recommended for printed circuits and contact surface... 


Can be applied to many surfaces from less than one 
to one hundred milligrams per square inch... 


Specialists in the Unusual SIGMUND COHN MEG. cOo., INC. 


121 SOUTH COLUMBUS AVENUE + MOUNT VERNON, NEW YORK. 


48 50/Cirele on Readers’ Service Card METAL FINISHING, February, 1957 


: N == 
S WSS Ss — 
: = 
3 
4 
ce 


1. The trichlorethylene you use for de- 
greasing metal is protected by a 
stabilizer (small circles) against 
heat, light, air, moisture, acids and 
active metals like aluminum. 


1. You get full-time protection with 
NIALK stabilizer’s unique action. 
Notice the difference between the 
next two diagrams and those above. 


Does the solvent you use “go sour,” like this? 


2. Ordinary stabilizers wear out or be- 
come depleted during normal use. 
With some solvents, you have to ti- 
trate your bath frequently, and may 
have to add fresh stabilizer. 


Use Nialk® TRICHLORethylene and get psp ... like this 


2. NIALK stabilizer does not wear out 
during normal use. It’s always there, 
working. You never have to titrate 
your bath, or add fresh stabilizer. 


3. When stabilizer wears out, your de- 
greaser doesn’t function properly. It 
may even stain metal parts instead 
of cleaning them. You have to clean 
out the “sour” bath. 


3. Even after repeated distillations, 
you still have eomplete protection. 
All the stabilizer is active. Only 
NIALK has this psp—permanent 
STAYING power. 


Why you pay less to degrease 
with Nialk* TRICHLORethylene 


The drawings above demonstrate a 
difference—a big, cost-cutting differ- 
ence—between NiaLk TRICHLOR- 
ethylene and conventional vapor- 
degreasing solvents. 

NIALK has psp—permanent sTay- 
ING power—in its stabilizer. It’s neu- 
tral, non-alkaline. You never have to 
replenish it. 


HOOKER ELECTROCHEMICAL COMPANY 


Psp means cheaper degreasing Get proof of Nialk’s cheaper, 


You don’t have to clean out your de- 
greaser nearly so often with NIALK 
TRICHLORethylene. You can de- 
grease many more parts between 
cleanouts. 

The Ntak stabilizer actively re- 
tards formation of degradation prod- 
ucts in your degreaser—cleanouts are 
easier, faster. 


1302 UNION STREET, NIAGARA FALLS, N. Y. 


safer degreasing 


See for yourself how NIALK with psp 
remains stable, keeps cleaning effi- 
ciently long after other solvents have 
lost their punch. Write on your busi- 
ness letterhead for a resumé of com- 
parative metallurgical tests on five 
leading brands. 


NIAGARA FALLS * TACOMA * MONTAGUE, MICH. * NEW YORK ¢ CHICAGO * LOS ANGELES 
Manufacturers of VIRGO® DESCALING SALT, VIRGO ELECTROLYTIC SALT, VIRGO MOLTEN CLEANER 
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U.S. Fully Automatic Equipment for processing and heavy Combina ion or 

copper plating the bottoms of popular brand stainless steel 2 8 
installations are in service in More Efficient 

Operation 


U.S. Equipment leads where production 


problems call for ingenious engineering and 
design for improving quality and lowering costs. 
Whether your job calls for Electroplating, 
Electrochemical Treatment, Metal Cleaning, 
Pickling, Acid Dipping, Drying or other related 
operations in any required series or combination 
— intermittent or continuous —it will pay to 

get U.S. recommendations. Our Service 
Department is at your disposal, without obligation. 


U.S. Fully Automatic Conduit Pipe Processing 1 
: stallation. Performs 24 operations in one continu- 
a ous cycle including cleaning, acid treatment, zine 
. plating pipe exterior, enamelling and baking in- 
terior surface. Capacity—over 60 million feet of 
pipe per year. Glass enclosure houses U.S. 

Generator Equipment. 


U.S. Automatic Machine for processing tubu- 
lar steel furniture components. Performs 22 
operations automatically including cleaning, 
copper, nickel and chrome plating and dry- 
ing in one continuous cycle. Has 5 parallel 
processing lanes; each can take different 
kinds of material. 


_. Semi- and Fully Automatic Equipment » Motor Generators & Rectifiers 


2 U. S. GALVANIZING AND PLATING EQUIPMENT CORP. 


31 HEYWARD STREET BROOKLYN 11, N.Y., U.S.A. 
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Electroplate 
Precious. Meta 


SCIENTIFIC PRECISION 


Technic, Inc. equips you with controlled 
apparatus and electroplating solutions to 
maintain exacting standards and _ close 
tolerances. Typical benefits are the spec- 
tacular economies Technic effects in han- 
dling gold — where often electroplaters 
lose up to $60,000 or more of every $100,- 
000 worth through outmoded equipment, 
inefficient methods and solutions. 


TECHNIC ENGINEERING 


Technic engineers design and install your 
equipment — and stand by until perform- 
ance is assured. No installation is complete 
without this follow-through. 


TECHNIC PRODUCTS 


Technic Potassium Gold Cyanides, Concen- 
trated Aqueous & Dry * Technic Electro- 
plating Solutions: Rhodium, Platinum & 
Palladium ¢ Technic Immersion Tin °¢ 
Technic Protectox Anti-Tarnish * Technic 
Flame Flux 
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Technic Electroplating Systems * Technic 
Germanium Diode Rectifiers * Technic Tur- 
bomatic Agitators Téchnic Electroplating 
Barrel Unit ¢ Automatic Techni Timers 
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respect to a new installation and electroplat- 
ing solutions, or an existing system now in 
use. Write for Technic publications in your 
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PLATING 
BARREL 


Check how these H-VW-M features 
bring you greater economy. 


¢ Belt-driven cylinder offers total submersion in all barrel 

plating solutions. Shows up to 16% savings over gear- 

driven unit. All plating plants, and particu- 
* Standard V-cogged belts—replacements from any belt larly job plating shops, will do 


more profitable plating with any 
one of the twelve new Mercil-type 
belt driven barrels. Get more pro- 
duction from your present tanks 


supplier at nominal price of approximately $6.50. 


* Belt replacement contrasted to gear replacement offers 
simplicity, speed and lower replacement parts cost. 


* No bearings in solution. Corrosion-proof Plastisol coated 
guide arms. Stainless steel pins lock pulleys for positive mum-—save on all belt. replace- 
rotation, ments. 

* Motor available hanger mounted, or direct drive—allow- Write for catalog—today. 


ing complete interchangeability of barrels on all Mercil- 


type equipment. Hanson-Van Winkle-Munning Company, 


* Three types of tough cylinder materials—Plexiglas, Mela- 


mine and Tempron. Flexible contacts carry full 1000 
amp power for faster plating. 


PLATEMANSHIP —Your H-VW-M combination— 
of the most modern testing and develop- 
ment laboratory—of over 80 years experi- 
po — phase = plating and 
. . . . . t i 
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Not an Expedient, But a Trend 


Technical progress is usually marked by periods of relative inertia, dis- 
turbed by occasional flurries of excitement over a new process. The new develop- 
ment enjoys its day in the sun and, after trial and due consideration of the pros 
and cons, is then accepted or rejected by industry. If found to be commercial, | 
it is fitted into its proper niche in the production cycle, where it performs its ie 
intended task as if it always belonged. 

One might note that most of these developments arise as a result of inter- | 
ference with the established order, such as rapidly expanding production, eco- | 
nomic conditions, and shortages. A classic example is the emergence of photo- 
engraving, which received its impetus from the burgeoning of journalism, the 
lack of sufficient artists qualified to prepare hand engravings, and the expense 
of the hand process. Because of these conditions a process, well known but 
formerly considered inapplicable, overnight takes on a new importance and is 
modified, if necessary, to fit the new requirements. A case in point is anodized 
aluminum in the automobile industry which, despite comments to the contrary, 
has also felt the effects of the nickel shortage. 

A recent publication listed seventeen instances in which anodized aluminum 
replaced chromium plate on the 1957 cars, with complete acceptance by the 
consuming public. This, we believe, is a trend, not a temporary expedient, and 
should give pause for contemplation by many manufacturers who feel that with- 
out nickel-chromium plate their products would be unmarketable. Of course, 
the poor plating quality with which the consumer has had to put up at every 
turn in recent years probably has conditioned him toward the welcome accep- 
tance of any promising substitute. On the other hand, he already has been 
favorably impressed with the wear and corrosion resistance of the numerous 
anodized aluminum products which are found in every household and many | 
structures. 

We doubt whether this finish will, in the foreseeable future, replace nickel 
chromium plate on a set of bumpers, but it has an enormous unrealized poten- 
tial which will not be affected by any increased availability of nickel. Were it 
not for the necessity of replacing the low voltage generating equipment presently 
employed for plating, anodizing would surely have been more widely substi- 
tuted, since the average plating installation otherwise could be converted without 
too much difficulty. If someone should come up soon with an anodizing process 
using 6-8 volts d.c., we will really see action. 

The auto industry is leading the way, as it has done before with other new 
processes. Its progressiveness will make it easier to overcome any remaining 
' resistance on the part of producers and consumers alike, for which it deserves 


well-merited praise. 
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Metal Polishing with Set-Up Wheels 


By R. S. Burt, Abrasive Grain Specialist, Electro-Minerals Division, The Carborundum Company, Niagara Falls, N. Y. 


— polishing is the production of uniform sur- 
faces of desired characteristics by removal of 
metal through abrasion. Generally, the abrasives em- 
ployed in metal polishing are attached to the working 
surface of the polishing wheel by using a suitable adhe- 
sive. Metal polishing operations are, in some instances, 
preceded by one or more machining operations. Sur- 
faces which have been generated by metal polishing 
are characterized by the parallel lines which remain 
after completion of the polishing operation. Metal pol- 
ishing is concerned primarily with surface refinement 
and, as differentiated from precision grinding, is not a 
method suitable for generation or retention of geo- 
metric or dimensional accuracy. 

The methods and procedures followed in metal pol- 
ishing have not attained the degree of standardization 
which would permit the classification of metal polish- 
ing as a science rather than as an art. The sequence 
of operations required to produce a surface of specified 
characteristics on a given type of metal will vary great- 
ly in different polishing rooms and may also vary to 
some extent among operators in a single polishing 
room. Among the reasons for variations in polishing 
procedures are inconsistency in quality of adhesives 
and abrasives employed, and variations in available 
equipment. Under similar operating conditions, and 


Setting-up or coating wheel with abrasive grains after glue or cold 
cement has been applied to wheel. Most large size set-up wheels 
are coated in this manner. 


using abrasives and adhesives of standard quality, one 
group of polishers should be able to produce results 
as satisfactorily as any other group of polishers using 
similar equipment and materials, provided that the 
skill of the operators is equal. However, in most pol- 
ishing roms, the sequence of operations is based on 
the experience of the polishing supervisor and is not 
always the best or most economical method which 
may be used on the material being polished. 

Wheels used in metal polishing are made from many 
different materials, some of the more common of which 
are muslin, canvas, felt, bull-neck leather, sheepskin, 
and leather covered wood. Selection of the proper type 
of polishing wheel for a given operation will be largely 
dependent upon the degree of resiliency required in 
the wheel. The diameter and thickness of the wheel is 
governed by the size and shape of the article to be 
polished. Polishing wheel manufacturers will usually 
assist in selection of the proper wheel type for the 
operation to be performed. 


Types of Adhesives 


The rate of rotation of the polishing wheel should 
be governed both by the diameter of the wheel and 
the type of adhesive used in setting up the wheel. The 
two types of adhesive most commonly used for polish- 
ing wheel set-up are hide glue and cold cements. Wheels 
set up with hide glue perform most efficiently at sur- 
face speeds of 6500 to 7500 S.F.P.M. Higher speeds 
tend to soften the glue and allow the abrasive parti- 
cles to be torn from the working surfaces. Wheels 
which have been set up with cold cements may be 
operated at speeds as high as 10,000 S.F.P.M. with- 
out reduction of efficiency. The maximum speeds men- 
tioned above must, in some instances, be reduced be- 
cause of the characteristics of the articles being pol- 
ished. Articles which are fabricated from thin sheet 
metal may tend to become discolored and altered in 
temper when high surface speeds are employed during 
the polishing operation, and distortion may also occur. 
When the article to be polished is made from a metal of 
relatively low melting point, such as zinc die-cast metal, 
lower surface speeds are necessary to prevent melting 
of the surface metal by frictional heat. The optimum 
operating speeds in such cases can best be determined 
by experimentation. 

At one time, hide glue was almost universally used 
as the adhesive for polishing wheel set up, but it has 
been replaced to some extent, in recent years, by cold 
cements. Each of these adhesive types has definite ad- 
vantages and limitations. A wheel which has been set 
up with hide glue will have greater resiliency than a 
similar wheel which has been set up with cold cement. 
and will also produce a finer scratch pattern for a 
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given abrasive particle size. Polishing wheel cements 
have several advantages over glue, among which are — 
simplicity of preparation, since they require no heat- 
ing. and considerably greater production per wheel 
set-up, since the cements lose little, if any, of their 
adhesive properties when subjected to frictional heat. 
Generally, cold cements are preferred for polishing 
operations 150 grit and coarser because of their great- 
er production efficiency and comparatively fast rate of 
cut of such wheels. Hide glue is preferred for opera- 
tions using abrasives 180 grit and finer because of the 
finer finish attainable. 

Glue for wheel set-up should be a good grade of hide 
glue, and should have a viscosity rating of not less 
than 115 millipoises. In most cases, the viscosity rat- 
ing will be supplied by the glue manufacturer upon 
request. Ground glue is easily prepared and is gen- 
erally used in preference to either cake or flake glue. 
The glue and water mixture will vary with the abra- 
sive particle size to be used in the set up. A mixture of 
glue and water of equal parts by weight is recommend- 
ed for abrasives 36 grit and coarser. The glue concen- 
tration is lessened for finer abrasives, and for abra- 
sives of 220 to 240 grit, a mixture of one part of glue 
to three parts of water by weight is recommended. The 
glue and water should always be weighed since the 
weight to volume of ground glue will vary according 
to the fineness to which the glue has been ground. 

In preparing the glue for use, a quantity of water, 
somewhat less than the amount required in the finished 
mixture, is added to the glue and ine glue should then 
be allowed to soak for a period of approximately one 
hour. After the soaking period, the glue-water mixture 
should be heated to a temperature of approximately 
140°F. at which point the mixture will liquefy. A suffi- 
cient quantity of lukewarm water should then be 
stirred into the liquefied glue-water mixture to produce 
the desired concentration. The temperature of the pre- 
pared glue should not be permitted to rise above 
150°F. as higher temperatures cause glue to lose a por- 
tion of its strength. Reheating or continuous heating 
of prepared glue over a period of time in excess of 
four hours will also cause the glue to become reduced 
in strength. A quantity of glue sufficient for not more 
than four hours requirements should be prepared at 
one time for best results. To prevent bacterial decay, 
the glue pot should be washed and scalded at the end 
of each working day. 


Abrasive Materials 


The abrasive materials most frequently employed for 
set-up wheel polishing are fused aluminum oxide and 
natural emery. Prior to the advent of manufactured 
aluminum oxide abrasive, emery was the abrasive most 
commonly used for metal polishing. As found in na- 
ture, emery consists of from 10% to 70% of impure 
corundum particles imbedded in a matrix of magnetite 
or hematite. The matrix materials have no function 
in the abrading action of the emery and tend to modify 
the cut of the corundum particles. Because of the great 
variation in chemical and physical properties of nat- 
ural emery, and because of its comparatively slow 
rate of cut and low production efficiency, emery has 
been almost entirely replaced by manufactured abra- 
sives in set-up wheel polishing. Some polishers prefer 
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Off-hand grinding and polishing of wrench forging using a canvas 
set-up wheel. 


emery over manufactured abrasives for fine grit polish- 
ing operations because, for a given particle size, the 
emery will produce a finer scratch pattern than fused 
aluminum oxide. However, a finish of equally fine tex- 
ture can usually be accomplished faster and more eco- 
nomically by using an aluminum oxide abrasive of 
slightly finer particle size. 

Fused aluminum oxide abrasives for metal polishing 
are manufactured by processing natural bauxite in an 
electric furnace, the resultant product consisting of 
approximately 95° aluminum oxide 
Through exercise of exacting controls over the mate- 
rials entering the electric furnace, and by carefully 
controlling the crushing and grading operations which 
follow the electric fusion, an abrasive is produced 
which has the desired qualities of angularity, tough- 
ness, uniformity of particle size, and granule surfaces 
frequently modified by etching or coating to provide 
maximum adhesion to binders. 


Successful metal polishing depends, to a great ex- 
tent, on uniformity of particle size of the abrasive 
materials employed. Coarse or oversize particles cause 
deep scratches which can only be removed with diffi- 
culty in subsequent operations, and an excess of fine 
particles will slow down production. Therefore, accur- 
ate grading is of prime importance. 


The shape of the abrasive particle has an important 
bearing on its production efficiency. An electric fur- 
nace abrasive, when crushed, contains a percentage of 
weak particles consisting of flats and plates, which are 
thin, and slivers, which are long and narrow. These 
flats and slivers have little or no cutting value on a 
polishing wheel and are usually eliminated during the 
grading operations which follow the crushing of the 
abrasive. Experience has shown that slight variations 
in abrasive particle shape are necessary for maximum 
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efficiency in the polishing of different metals. Steel and 
other metals of high tensile strength require an abra- 
sive consisting of comparatively tough, blocky parti- 
cles, whereas an extremely sharp and angular abrasive 
is best suited to the polishing of bronze. aluminum, 
and other metals of low tensile strength. 


Preparation of Wheel for Set-Up 


A new polishing wheel should be dressed so that it 
will run in truth before it is ready for set-up. The tru- 
ing may be accomplished by mounting the wheel on 
the polishing lathe arbor and dressing the surface 
while the wheel is being rotated. An edged tool made 
from a file or an abrasive stick is generally used for 
the dressing operation. A polishing wheel should be 
marked with an arrow so that it will always be oper- 
ated in the same direction of rotation. 

The procedure required to condition a used polish- 
ing wheel for set-up will vary with the condition of the 
wheel. If the abrasive remaining on the wheel is loose, 
or if the wheel is not running in truth, the abrasive 
should be entirely removed by using an abrasive stick 
or the end of a piece of metal pipe. The wheel should 
be then dressed so that it will be in truth. 

Tallow, stearic acid, and oils are frequently applied 
to the surface of polishing wheels as lubricants. After 
a period of time, these lubricants tend to penetrate the 
materials from which the polishing wheels are made. 
Unless these oily or fatty materials are removed, sub- 
sequent coatings of adhesive will not adhere properly 
and shorter useful life per wheel set-up will result. 
Wheels so contaminated should be dressed to remove 
all remaining abrasive and adhesive. After this is done, 
the contaminant may be removed by washing in gaso- 
line or other organic solvent. An alternate method for 
removing grease from polishing wheels employs lump 
pumice stone, water, and a clean rag. The rag is soaked 
in water and held against the revolving wheel. The 
lump pumice is held at a point just above the wet rag 
with sufficient pressure to cause the water and grease 
to be forced from the wheel surface. This latter method 
is more widely used, and is generally more satisfactory 
than using organic solvents, because it is less expensive 
and also does not involve the dangerous fumes which 
are encountered when organic solvents are employed. 

When the abrasive and adhesive have been stripped 
from the wheel surface, it is generally good practice 
to apply a sizing coat of thinned-out adhesive to the 
wheel. brushing the nap of the wheel so that it will lie 
flat. A similar sizing coat is generally applied to new 
wheels before they are set up. The sizing coat should 
be allowed to dry for a sufficient period of time to 
permit it to set before the next coating of adhesive 
and abrasive is applied. 

Used wheels which are not worn to the point where 
the wheel fabric is exposed, and which are not contam- 
inated with oil or grease, may generally be prepared 
for subsequent set-up by application of a piece of 
lump pumice to the surface while the wheel is rotated 
on the lathe. The lump pumice will remove bits of 
metal, will open the surface of the wheel, and will pro- 
vide better anchorage for the adhesive which is to be 
applied later. If the wheel surface is badly glazed with 
metallic particles, an abrasive stick is used to remove 
the metallic particles and is followed by application 


of the lump pumice. When the wheel fabric is not 
exposed, it is not necessary to apply a sizing coat 
before reheading the wheel. 


In setting up a wheel with hot glue, the wheel and 
abrasive should be preheated to a temperature of ap- 
proximately 120°F. The pre-heating will prevent rapid 
jelling of the glue and will allow the abrasive particles 
to become more securely fastened to the surface of the 
wheel. After the glue coating is applied, the wheel 
should be rolled in the abrasive trough as soon as 
possible, to minimize jelling which is caused by ex- 
posure of the glue to cool air. A wheel which receives 
a single abrasive coating should be placed in the dry- 
ing room and cured for a period of approximately 24 
hours. When a second abrasive coating is to be applied, 
the wheel should be placed in the drying room for 
approximately 30 minutes following application of the 
first coating. This will allow the glue to “set” suffi- 
ciently so that the abrasive grains of the first coating 
will not be dislodged from the wheel surface when the 
second coating of glue is applied. A wheel having two 
coats of abrasive will require a curing period of 
approximately 48 hours for best results. The curing 
room for wheels set-up with glue should have care- 
fully controlled temperature and humidity. An ideal 
drying condition would be a temperature of 80°F. and 
relative humidity of 507. A temperature of 95°F. 
should be accompanied by a relative humidity of 55%. 
These conditions will permit the glue to maintain a 
moisture content of approximately 12% by weight, at 
which point it reaches its maximum strength. Further 
reduction of moisture content will cause the glue to 
become brittle, while higher amounts of moisture 
cause the glue to remain in a jelly-like condition. A 
circulating fan, independent of the heating system in 
the curing room, will shorten the required curing time 
and will help the wheels to give more uniform results. 


Cold cements, generally of silicate of soda base, re- 
quire little preparation before use and, since they con- 
tain no animal matter, they are not subject to bacterial 
decay. In general, cold cements are manufactured in 
concentrated form and are thinned down before use 


Off-hand grinding of weld on |-beam section using a set-up wheel. 
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Set-up wheel application polishing a metal rod using work-piece 
support. 


with either water or a thinner as specified by the ce- 
ment manufacturer. Because of their freedom from 
attack by bacteria, cold cements may be prepared in 
larger quantities than hot glue, and kept for long 
periods of time without lessening their strength. 

Wheels set-up with silicate base cements may be 
force dried at temperatures as high as 135°F. without 
impairing the strength of the cement. Humidity con- 
trol is relatively unimportant, but installation of an 
air circulating system will provide for faster drying 
and will assure uniformity of results. 


Paste Heading of Polishing Wheels 


In some cases, the abrasive grain or powder is 
mixed with the hot glue or cold cement and is applied 
to the wheel in the form of a paste. The consistency of 
the paste is determined by the method by which it is 
to be applied to the wheel. If the paste is to be brushed 
onto the surface of the wheel, it should be fluid enough 
to permit brushing into an even coating, which should 
be free of lumps or conglomerations of abrasive par- 
ticles. If the paste is to be applied by use of a spatula 
type of blade, it should be of sufficient consistency that 
it will not flow freely. In this type of application, the 
paste is applied to a depth of from 1/32” upward to as 
much as one inch or more. In general, paste headed 
wheels in grit sizes 180 and finer are prepared by 
brushing. In coarser grit sizes, it is general practice to 
apply the paste head in a manner very similar to that 
employed in frosting a cake. 


Paste heads are widely used on wheels for double- 
roll machines which are used for polishing knife blades 
and other articles having flat, parallel surfaces. These 
machines use rolls or wheels which are as wide as 48” 
and have diameters as large as 12”. Because of their 
large size, such wheels or rolls cannot be set-up satis- 
factorily by conventional methods. 


If hot glue is employed in paste heading, the wheels 
should be pre-heated to a temperature of approximate- 
ly 120°F. and the paste should be applied at a tem- 
perature of approximately 140°F. Care should be 
taken to prevent jelling of the paste by exposure to 
drafts or cold air. No pre-heating of the wheel is neces- 
sary when cold cements are used in making up the 
paste for heading. 
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Infra-Red Drying 


Several plants have installed Infra-Red drying 
equipment and have eliminated their drying and cur- 
ing rooms. The Infra-Red lamps are housed in a cab- 
inet which is suitably insulated to minimize loss of 
heat. Infra-Red rays will dry a wheel in less time than 
is required for conventional drying and curing meth- 
ods. Care must be taken to prevent over-heating of the 
wheels. Wheels headed with cold cements may be dried 
in Infra-Red cabinets at temperatures up to 200°F. 
without lessening their useful life; but it is recom- 
mended that glue-headed wheels be dried at tempera- 
tures below 160°F. A thermostat should be installed in 
the cabinet to assure maintenance of the proper tem- 
perature. 


Breaking Up 


Following the drying or curing cycle, the surface of 
a newly headed wheel is generally broken up before 
the wheel is used. The surface may be most satisfactor- 
ily broken up by pounding with a piece of pipe or 
round bar. The breaking up operation should be per- 
formed before the wheel is mounted on the arbor or 
spindle, as pounding of the wheel surface after it is 
mounted will result in damage to either the arbor or 
machine bearings — or both. The purpose of this 
breaking up of the wheel surface is to provide a degree 
of cushioning. If a hammer or sharp-cornered piece of 
metal is used in the breaking up of the wheel surface, 
part of the abrasive coating will be knocked off and 
there is also a possibility that the wheel itself will be 
cut or otherwise damaged. 


Causes for Complaints 


When trouble is encountered in a polishing room, 
the first impulse is to blame the abrasive or wheels 
being used, whereas the fault usually may more prop- 
erly be attributed to deviation from standard good 
practice. Wheels which are not properly dried or 
which have been set up while contaminated with oil 
or grease, will not give satisfactory production. Like- 
wise, glue-headed wheels which have been overdried, 
will lose their abrasive rapidly due to the brittleness of 
the dehydrated glue. If the glue has been permitted to 
cool before the wheel is rolled in the abrasive trough, 
it will not provide proper anchorage for the abrasive 
particles. Glue which has been overheated or heated 
over a period of time in excess of four hours, will 
retain only a portion of its strength. Wheels set up 
with such glue will give unsatisfactory results. 


Occasionally, complaints are made that the abrasives 
are not properly graded, and contain coarse particles 
which cause deep scratches in the work pieces. This 
type of complaint is generally unjustified and the con- 
tamination with coarse particles is usually caused by 
the use of the same glue or cement brush when applying 
abrasives of more than one grit size. Another cause for 
this type of complaint is the use of the same glue pot 
or cement container for adhesives which are used in 
the setting up of wheels of various grit sizes. A separ- 
ate adhesive container should be provided for each 
abrasive size used, and the same brush should not be 
used for setting up wheels of different grit sizes. 
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Design and Construction 
New Plating Department 


By R. I. Horrocks, Chief Chemist, Eclipse-Pioneer Div., Bendix Aviation Corp. 


ECENTLY, Eclipse-Pioneer Division, Bendix Avia- 

tion Corp., due to ever increasing demands for 
high quality finishes for aircraft products, undertook 
complete redesign of its electroplating and chemical 
finishing facilities. Prior to determination of final de- 
sign, thorough consideration was given to current pro- 
gressive trends in layout and arrangement of main- 
tenance and service facilities. Inspection of various 
modern plating departments in other manufacturing 
plants contributed substantially to the ultimate plan- 
ning of this project. Fig. 1 shows a typical working 
area which includes some unusual features adapted to 
the special needs of the firm. 


The important factors in the design of the project 
were: 


1. To have sufficient tanks to perform approxi- 
mately 40 separate plating, chemical, or elec- 
trochemical processes along with sufficient 
cleaning, chemical dips, and rinses to satisfac- 
torily clean and prepare a variety of metals. 

2. To fit the tanks and other equipment in the 
area allotted. 

3. To design the service equipment so that the 
installation would create the least disturbance 
to the existing building. 


The shape of the area that could be allotted for the 
department was relatively long and narrow. Although 
a majority of the parts manufactured receive some 
metallic or chemical finish, there is a great variance 
in the size, shape, quantity, and scheduling of these 
parts so that it was impossible to lay out the plating 
department for a straight-line or mass production flow. 
It was decided to group the processes as much as 
possible according to those of similar nature; that is, 
anodizing, chemical treatments of aluminum and mag- 
nesium, electroplating, etc. Therefore, seven sections 
were laid out running across the area assigned, with 
a conveyor going the length of the area on one side 
to transport the work into and out of these sections. 
(Fig. 2.) 

The various process groups are listed below ac- 
cording to the aisle (numbered in Fig. 2) in which 
they are located. Each group has its own required 


cleaning solutions and chemical dips for proper 
preparation of the metals involved: 
Aisle 1: Small tanks for gold, silver, copper and 
brass plating. 


Aisle 2: Chromic acid and sulfuric acid anodizing, 
black dye and dichromate seal. 


Aisle 3: Caustic satin finish and chromate for alumi- 
num; phosphating for steels; dichromate and 


chrome pickle for magnesium; zincate and copper 
strike pre-plating process for aluminum. 


Aisle 4: Rochelle and high-speed copper baths, 
cadmium plating plus chromate post-treatment, and 
tin plating. 

Aisle 5: Chromium plating and various pickling 
and stripping solutions for steel, stainless steel, and 
copper alloys. 

Aisle 6: Bright nickel, Watts nickel, black nickel, 
Wood’s nickel strike, passivating stainless steels, and 
black oxide baths for steel, stainless steel, and cop- 
per alloys. 


Aisle 7: Barrel plating line for cadmium, bright 
nickel, copper, and tin plating. 


As an example of the solutions available for clean- 
ing and preparing the parts for plating, the following 


Fig. 1. General view down an aisle. 
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Fig. 2. General plan of Plating Dept. 


A—Plenums; B—Conveyor; C—Control area; D—Wiring & racking area; E—Vapor degreasers; F—Hot oil fusing & baking; G—Rack stor- 
age area; H—Inspection; |—Office; J—Engineering work area; 1-7—Tanks & aisles. 


are included in the group of tanks in Aisle 4. Each 
of these solutions has a rinse tank adjacent unless the 
solutions are similar in nature (i.e., both acid or both 
alkaline) : 

a) Electrolytic cleaner (reverse or direct). 

b) Muriatic acid. 

c) Brass bright dip. 

d) Steel bright dip. 

e) Alkaline de-rusting solution. 

f) Cyanide dip. 

The other groups have similar sequences but do not 
have tanks for those solutions not required or required 
only occasionally for the particular metal treated in 
that group. 

Parts may be dried by any one or a combination of 
the following methods according to their complexity 
and whether they contain blind holes or crevices: 

a) Hot water. 

b) Water displacing solution. 

c) Perchloroethylene vapor dryer. 

d) Electrically-heated centrifugal dryer for the bar- 


rel line. 
IN = 
K = 


Fig. 3. Cross-section of plenum & floor. 


A—Existing concrete floor; B—Added concrete for drainage slopes, 

etc.; C—Floor tile; D—Plenum walls; E—Support pipes & plywood 

baffle; F—Exhaust ducts; G—Exhaust stacks; H—Tank drains; 

I—Piping & wiring to tanks; J—Stringers; K—Shallow drains; 
L—Plenum cover. 
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Fig. 4. Shallow drains and stringers. 


The area assigned to the plating department has no 
cellar. The existing floor was made of reinforced con- 
crete covered with 2” thick treated wood blocks. To 
avoid digging through the cement floor, it was decided 
that it would be best to build the exhaust system, 
drains and all other service equipment above the floor 
level. At the same time, it was felt that the floor level 
of the new room should not be more than a few inches 
above the existing factory floor because of the traffic 
into and out of this area. Therefore, only the wooden 
blocks were removed. Very low slopes of the order 
of 14 to +5 of an inch to the foot were planned for 
the floor drainage. These slopes went for only short 
distances — from the outside walls, from the plenum 
walls and from the center of the aisles — to the shallow 
drains or trenches on either side of the aisles. (Fig. 3) 
In order not to cover these drains (easier to keep clean 
and eliminates the necessity of cover plates), they 
were designed to be under the front of the tanks (Fig. 
4). The shallow drains also have the low slope of 
jy” to the foot. These drains run into a deeper trench 
running the length of the room (Fig. 5). This deep 
trench and the plenum drain traps were the only holes 
that had to be cut into the existing concrete floor. 
By keeping the slopes to a minimum and by using 
the shallow drains, adequate floor drainage was 
achieved and yet the highest part of the floor is only 
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Fig. 5. Deep trench for all drainage. 


about 4 inches above the wooden blocks of the present 
factory floor. 

The largest drainage requirement is from the rinse 
tanks. Again it was required that this drainage be 
above the existing concrete floor level. Because of a 
dislike for the individual exhaust pipes from each 
tank requiring ventilation, it was decided to design 
a large plenum chamber between each row of tanks 
that would combine the exhaust and rinse drainage 
requirements. The cross-sectional size of the plenum 
was determined by the following factors: 

1. The necessity to keep the airflow below 1000 
feet per minute so that the tanks on the far end 
of the plenum would receive sufficient ventila- 
tion. 

2. To provide space for the maintenance of the 
services installed on the top of the plenums. 

3. Uniformity of plenum size for appearance rea- 
sons. 

Ducts over the backs of the tanks direct the exhaust 
into the plenum. The drains from the rinse tanks were 
put through the plenum walls and down to within a 
few inches of the floor to reduce splashing (Fig. 3). 
Excessive splashing would erode the inside of the 
plenum walls. The plenum floor as mentioned previous- 
ly was built over the existing concrete floor and, since 


Fig. 6. Concrete laid for floor drainage, shallow drains and support 
pipes. 


its height was limited only by the height of the rinse 
tank outlets, the slope could be increased for better 
drainage. By means of a trap at one end of each 
plenum, this drainage was led into the previously men- 
tioned deep trench adjacent. Traps were necessary 
because of the slight suction caused by the exhaust 
system inside the plenum. 

The installation of the floor followed this sequence: 


1. The wooden blocks were removed and the con- 
crete floor was cut for the deep trench and the 
plenum traps as mentioned previously. 

2. The bottom course of cinder blocks for the 
plenums and the forms for the shallow drains 
were laid. 


3. A relatively thin layer of concrete was laid to 
establish the slopes for the floor drainage and 
plenum drainage. (Fig. 6) 

4. A mastic-type of impervious coating was ap- 
plied to the concrete and the floor tile was laid 
over it. 


Fig. 7. Positioning of exhaust ducts and stacks. 


In order to eliminate floor boards. non-skid, acid- 
proof tile, 4” x 6” x 1%.” thick, was chosen for the 
floor. Cutting of the tile at an angle to follow the 
slope in the shallow drains was eliminated by making 
the original depth and width of the drain equal to the 
width of the tiles. After the tile was applied to the 
sides of the drains, concrete was laid in the bottom of 
the drains and the slope established. Then tiles were 
laid in the bottom of the drains to form a continuous 
tiled floor. Tile was laid on the floor of the plenum 
plus one course on the sides and ends. 

Iron pipes were cemented into the first course of 
cinder blocks (Fig. 6) and are used to hold the elec- 
trical and piping services above the plenums. The 
plenums were then built to the finished height of 4 
feet. (Fig. 7) The cinder block walls, inside and out, 
were covered with a mastic material to make them 
water-tight, air-tight, and resistant to chemicals. (Fig. 
8) Weather-resistant plywood was placed over the top 
of the plenum and sealed with the same mastic ma- 
terial. 

Glass-reinforced polyester plastic was chosen for the 
exhaust stacks from the plenum to the outside. Three 
large bifurcator-type blowers (two plenums to a 
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blower) provide sufficient exhaust. The exhaust re- 
quirements were calculated by the method given in 
the standard 29.1 - 1951 “Ventilation and Operation 
of Open Surface Tanks” issued by the American 
Standards Association. In calculating the requirements, 
advantage was taken of the fact that adjacent tanks 
requiring ventilation benefited each other. The slots 
in the individul ducts over each tank can be adjusted 
to a given width to provide the recommended slot 
velocity at the front of the tank to properly remove the 
fumes. 

On the anodizing and chromium plating tanks, where 
both excessive gassing and toxic fumes are encoun- 
tered, a push system was also installed. This consists 
of a 11%” pipe located on the front of the tank and 
having a number of small holes evenly spaced facing 
towards the exhaust ducts at the back of the tank. 
Using a low-pressure air supply, the fumes are blown or 
pushed towards the exhaust ducts as well as being 
sucked into them. 


All services come from overhead and down either 


Fig. 8. Completed plenum walls with mastic coating. 


side of the exhaust stacks. The steam, water and 110 
volt electricity come from the main factory lines near 
the ceiling. The electrical sources for plating and the 
compressed air for agitation and air screening come 
from small sheds on the roof. From the exhaust stacks 
the services are piped or otherwise installed to the 
applicable tanks. These pipes and wiring are supported 
on the previously mentioned pipes which extend about 
2'% feet above the top of the plenum walls. (Fig. 9) 
These services are covered from view by plywood 
boards which also act as baffles to improve the ventila- 
tion over the tanks. There is sufficient room between 
the sides of the plenum to make any change in ser- 
vices and do other maintenance work. 


The tanks are placed in front of the plenum walls 
with the fronts in line wherever possible. The aisles 
are 5 feet wide in most cases. The tanks were mounted 
on 2 inch thick cypress stringers (Fig. 4) that were 
cut at a slight angle to compensate for the slope of 
the floor and thereby keep the tanks level. The new 
metal tanks were purchased with an epoxy resin, acid 
and alkali resistant paint. The old tanks that were 
used in the new plating room were cleaned, sand- 
blasted and covered with the same paint. 


February, 1957 


Fig. 9. Pipes and wiring over plenum. 


Whenever possible, the glass-reinforced polyester 
plastic material was specified for the new tanks to be 
purchased. These applications included most cold water 
rinses, hot water rinses, muriatic acid, cyanide, and 
dilute acid dips. 

The large rectifiers, the motor-generator sets and 
the air compressor are located in three conveniently- 
spaced sheds on the roof. (Fig. 10) In this way, they 
are out of the corrosive atmosphere of the plating 
room. Remote control units for the above are mounted 
in convenient locations on the plywood boards over 
the plenums. Also mounted on the boards are the tank 
rheostats, small rectifiers, and the temperature regu- 
lators. 


In order to confine the corrosive vapors and to keep 
the oil and dust-laden air of the factory from the 
plating room, it is planned to construct a floor-to- 
ceiling wall around the plating room. A false ceiling 
made of corrugated sheets with numerous small holes 
will be installed over the room. Make-up air will be 
supplied from vents in the roof and be fairly evenly 
distributed to the plating room through the false ceil- 
ing. This air will be heated in the winter with space 
heaters. 


The barrel plating line was planned to handle small 
parts that are difficult and/or uneconomical to wire 
or rack. (Fig. 11) Two types of baskets are used: 
(1) A 914” dia. x 914” long octagonal basket for the 


Fig. 10. Rectifiers and motor-generator sets in one shed on roof. 
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Fig. 11. Barrel line showing trolley to convey barrels. 


larger loads that are encountered; (2) a multiple- 
type with four small baskets, each 7” x 4” in diameter, 
attached to a common base for the very small lots 
of parts. 


The tanks for this barrel line are mounted on two 
long angle-iron frames placed end to end. The ex- 
haust slots are the down-draft type on the sides of 
the tanks and are connected into the plenum. A motor 
mounted at one end drives the shaft which, in turn, 
drives the barrels through a worm gear at each tank. 
The barrels are held by a trolley which runs on two 
round tracks mounted on the angle-iron frame in 
front of the tanks. By means of the trolley, the barrels 
can be carried to any tank and slid into position on 
the front of that tank. The trolley can then be moved 
to another tank to transport another barrel by sliding 
onto the trolley. The trolley loaded with a barrel can 
pass any other barrel that is positioned on a tank. 
By this method, it is not necessary to have an over- 
head hoist to lift the heavy barrels. 


The work-flow pattern for this plating area is as 
follows: (Refer to Fig. 2) 


1. Parts to the plated or treated are moved into 
the Control Area (C) where the proper opera- 
tion sheets and blueprints are attached to each 
lot or type of part. 


Fig. 12. Conveyor. 


2. When work is required, the plating lead man 
brings it into the wiring and racking area (D). 


3. After wiring or racking, the parts are vapor 
degreased (E) and placed on the conveyor (B). 


4. The platers then take their particular type of 
work from the conveyor, perform the necessary 
operations and return the completed work to the 
conveyor. 


5. The parts that require the fusing of the tin 
plate or heat treatment for hydrogen embrittle- 
ment relief are taken to the adjacent area (F) 
for this treatment. The parts are then removed 
from the wires and racks and returned to their 
respective containers or tote boxes. 


6. The finished parts go through the control area 
to Inspection (H) and then are released to 
stock. 


The conveyor is of the endless-chain type with the 
section going in one direction over the returning sec- 
tion in order to save space. (Fig. 12) The lower 
level is 31% ft. above the floor and the upper level is 
614 ft. Therefore. the parts can be removed from 
either level; this eliminates waiting for them to go 
completely around the conveyor before picking them 


up. 
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Surface Treatment and Finishing Light Metals 


Part XIl-C. Plating on Aluminum — Zinc Immersion Processes 


By S. Wernick, Ph.D., MSc., FRC, FILM. and R. Pinner, B.Sc. 


| rwageee most electroplating on aluminum is to- 
day carried out on top of zine coatings which are 
applied by a chemical immersion process. Basically 
these processes differ little in their mechanism from 
the use of electrodeposited zinc as employed in the 
Vogt process to be described in a forthcoming issue, 
though in practice there are two distinct differences. 
These are (a) that the application of zine by chemical 
immersion is cheaper but that (b) the electrolytic proc- 
ess is markedly less sensitive to alloy composition, as 
would indeed be expected, and can be used for plating 
components assembled from more than one alloy or 
from an aluminum alloy with another metal, such as 
brass. If, therefore, the reason for the extensive use of 
the zinc immersion process, both in America and in 
European countries, is due to its relative simplicity 
and cheapness, it is by no means universally applicable. 

The zinc immersion process was first developed by 
Hewitson' in 1927 but was shortly to be found in use 
in Germany, *:* in Britain* and in Russia.® In America 
its development was soon followed first by the patents 
of Korpium® and Perner,’ after which a number of re- 
search workers reported on the process.* 1* 


Theory of the Zinc Immersion Process 


That the dissolution of zinc in alkaline solution is 
electrochemical in character was shown recently by 


Straumaris and Brakss,'* Streicher'* and Petrocelli.'® 
The basic net reactions in the alkaline zincate solution 
are the dissolution of the aluminum and the deposition 
of zinc. To a greater or lesser extent, some hydrogen 
evolution may also take place at the cathodic areas, 
though at the high overpotential of zinc this is usually 
unimportant. 


The basic reaction may be written as: 


Anodic: Al +- 30H~ — Al(OH); + 3e> 
Al(OH); — AlO.~ + H.O + H?* 
Cathodic: H+ e~ H— 14H, 


Recent work by Dirkse*® has shown that the zincate 
ion in strong alkaline solution is probably in the form 
Zn(OH)4>. The deposition of zinc, therefore, may be 
expressed as: 

Cathodic: Zn(OH) — Zn*+* + 40H- 
Zn++ + 2e- — Zn 

The quantitative relationship between aluminum dis- 
solved and zine deposited was measured by Bengston® 
who found that on commercial aluminum the changes 
were: 


mg. per sq.cm. 


Aluminum dissolved 0.017 
Zinc deposited (found) 0.057 
Zine deposited (theoretical) - 0.062 


¥ 


Figs. 1 and 2. Taper sections of commercial-purity aluminum dipped in sodium zincate solutions for 3 minutes and copper plated. The 
sections were at 5 deg. to the plane of the surface to give a view of the deposit at changing thickness. Fig. 1 shows the deposit from the 
dilute zincate solution and Fig. 2 the deposit from the concentrated zincate solution.!5 
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Mechanism of Zinc Deposition 


The mechanism of deposition of zinc from the zin- 
cate solution is not only of theoretical interest because 
on the form the deposit takes depends the adhesion of 
a subsequent plated coating. As the lattice constant of 
aluminum is 4.04A compared with 2.66A for zinc, Bul- 
lough and Gardam sfoint out that, by replacement of 
two Al atoms by three Zn atoms, the zine deposit can 
be formed on the 110 plane as a molecular layer with 
little distortion, though not in the hexagonal basic zinc 
lattice. On the 100 and 111 planes, on the other hand, 
hexagonal lattices may be formed, in the first case, par- 
ticularly, with some distortion. As shown in Figs. 1 
and 2, however, whether in fact an adherent film is 
obtained depends on the concentration of the solution 
and other factors. 


From these cross-sections and from electron diffrac- 
tion patterns, Bailey!’ concluded that from a dilute 
zincate bath, containing zinc oxide 5 g./l. and sodium 
hydroxide 45 g./l., thicker, large-grained zinc deposits 
(1,000 crystals per cm.) were obtained with a tree-like 
structure LO—-* cm. diam. & 10~° cm. high which may 
correspond to single crystals. This is in contrast to 
deposits from a more concentrated solution, containing 
zinc oxide 50 g./l. and sodium hydroxide 262.5 g./l., 
which are finer grained and more compact. In this case, 
too, the deposit was covered by a thin film of zinc 
hydroxide (approximately 100A thick) which, as Bail- 
ey showed by tests with 14 different solution composi- 
tions, is always present under conditions associated 
with good adhesion. From theoretical grounds Bailey 
calculated the crystal size found in the concentrated 
solution as approximately 1/100 that in the dilute solu- 
tion, with a correspondingly large increase in adhesion 
between the zinc and aluminum in the former. 


Effect of Solution Composition 


As is seen from the results described, there is a lower 
limit to the concentration of the zincate solution below 
which adhesion is generally poor. Bailey’s attempt to 
correlate adhesion with solution composition is shown 
in Figs. 3-5. This author measured adhesion by plating 
zincate-treated 8 w.g. sheet samples 2 in. X 4 in. with 
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Fig .3. The effect of solution concentration on adhesion of zinc 

deposit obtained after 12-minute immersion in zincate solution. 

Adhesion ratings: W = weak, M.W. = medium weak, M.S. = 
medium strong, S = strong. 
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Fig. 4. As Fig. 3 after a 3-minute immersion. 
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Fig. 5. As Fig. 3 but after a 5-minute immersion. 
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2 mil nickel, after which the samples were heated until 
the aluminum fractured. Peeling of the nickel was 
taken as “weak” adhesion. If the deposit could be sep- 
arated by hammering with a chisel, “medium-weak” 
or “medium-strong” ratings were given according to 
the force required to pull off the coating. A “strong” 
adhesion rating was accorded where no separation 


could be effected. 


Figs. 3-5 show that 14 minute zincate treatment was 
insufficient to obtain good adhesion, while the adhesion 
after 3 and 5 minutes was approximately similar. These 
curves coincide closely with differences in the electron 
diffraction patterns obtained. A suitable solution com- 
position thus includes approximately: 


Zinc oxide 


_ Sodium hydroxide 


The effect of alkali concentration of the zincate solu- 
tion on the weight of the deposit formed is seen in 
Fig. 6, which shows that the higher the caustic soda 
concentration, the lower the weight of zinc initially 
deposited. After the first 15 seconds (approximately) , 
the gain in weight of the deposit is approximately in- 
dependent of alkali content. 


More recently, a modified zinc immersion solution 
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Fig. 6. Effect of concentration of the zincate solution on the 
weight of the deposit formed on c¢ cial aluminum (2S) sheet 
at 70°F. The weights refer to g. per I.!4 
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Fig. 7. Weight of zinc immersion coating obtained on different 
wrought alloys using the same pre-treatment.!* 


has been mentioned by Zelley'® which is stated to give 
improved results. This solution contains: 


Sodium hydroxide 500 g./I. 
Ferric chloride 
Rochelle salt 


This solution has been found to give more uniform cov- 
erage than the conventional bath. In addition, this solu- 
tion improves the efficiency of the double-immersion 
treatment on magnesium-containing alloys and on 
many die-castings. It is also stated to improve the cor- 
rosion resistance except on the duralumin-type alloy 
24S and the Al-Zn-Cu-Mg alloy 75S. With alloys of 
high magnesium content, the Rochelle salt content may 
be raised to 100 g. per I. 

A further modification described by the same author 
applies to the dilute zincate solution. As seen from the 
results given by Bailey above, these solutions give 
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coarse, thick deposits of generally low adhesion. Ac- 
cording to Zelley this may be overcome by addition of 
sodium nitrate in a solution containing: 


Sodium hydroxide 120 
Zine oxide * 
Ferric chloride (cryst.) 
Rochelle salt 50 
Sodium nitrate 


Surface preparation, as well as time and temperature 
of zinc immersion are particularly critical in the 
dilute bath, and the treatment should be carried out 
below 75°F. for not longer than 30 seconds. 


Various other modifications of the zincate solution 
have been suggested. Thus Bengston* proposed the use 
of zinc sulphate instead of the equivalent amount of 
zine oxide for zincate solutions used on alloys contain- 
ing copper (e.g., 245-T), while the addition of 5 ml. 
per |. hydrofluoric acid (48 per cent HF) gave good 
results on the silicon-containing alloy 61S-T. In one 
proprietary process,*' a small amount of copper is 
added to the solution. 


Effect of Alloy Composition 


“The way in which zine deposition varies with alloy 
composition is shown in Fig. 7. Results which differed 
in some instances were obtained by Bengston* who 
found rather lighter deposits on 3S and heavier depos- 
its on 61S-T and 53S-T alloys which showed a rise in 
the rate of growth after 1 minute. As has been seen, 
the thinner, more compact deposits generally show the 
better adhesion properties. In practice, however, the 
technique used may have to be adapted to suit varying 
alloy compositions or structure. 


The effect of alloy composition is in some cases due 
to the difference in potential of the alloy from the zinc 
in the alkaline solution, e.g., aluminum and the alum- 
inum-magnesium aloys have a higher potential differ- 
ence with respect to zinc than the heavy metal-contain- 
ing alloys, resulting in a thicker zinc deposit for the 
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Fig. 8. The potential difference between commercial-quality 

aluminum 2S-H28 after various pre-treatments and high-purity 

zinc in a solution containing 500 g./I. sodium hydroxide and 100 
g./\. zine oxide.!® 
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Fig. 9. The effect of temperature of the zincate solution on the 


weight of the deposit on commercial aluminum (2S) sheet after 
various immersion periods.!+4 


same conditions. Local potential difference between 
alloy constituents may also play a part. 


An investigation of the adhesion of the zincate de- 
posit on various alloys was carried out by Bailey.’® 
This author used specimens which were degreased and 
etched for 2 to 5 minutes in a nitric-hydrofluoric-acid 
mixture recommended by Bullough and Gardam"™ con- 
taining hydrofluoric acid (40 per cent) 10 vol., nitric 
acid (d. 1.42) 10 vol., water 80 vol., with a subsequent 
dip in 50 per cent (vol.) nitric acid for a few seconds 
(for Al-Si alloys, 4 minutes in 98 per cent (vol.) nitric 
acid, 2 per cent hydrofluoric acid). Subsequently, 
Bailey immersed the samples in a zincate solution con- 
taining 525 g. per |. sodium hydroxide and 100 g. per 
1. zinc oxide, and tested for adhesion after copper and 
nickel-plating. 

On heat-treated duralumin-type alloys (3.7 per cent 
Cu) “good” adhesion was obtained by extending the 
nitric acid dip to 30 seconds. On aluminum-magnesium 
alloys (34 per cent and 7!% per cent Mg) adhesion 
was in all cases “medium” to “poor,” with no improve- 


TABLE I. 


Effect of Pretreatment on the Zinc Immersion 
Deposit on Commercial Aluminum (2S-H28 ) 


Coating Resist- 
weight, Zine ance,* 
mg. per content micro 
Treatment sq. dm. (per cent) ohms 
Electrodeposited zinc =— 5 
Solvent cleaned; 30 second — 
immersion ..._........... 15.8 93.8 10 
Alkali cleaner, HNO; dip, 
30 second Zn immersion — 5.3 83.0 15 


Alkali cleaner, HNO; dip, 
double 30 sec. Zn immer- 


*The surface resistance was measured by a Kelvin Bridge 
using 0.25 sq. in. contacts and 500 lb. pressure. 


ment in using a chromic-sulphuric acid etch. “Good” 
adhesion was obtained on aluminum—1l14 per cent 
manganese alloys using the standard procedure, while 
on an aluminum—12 per cent silicon alloy it was not 
possible to obtain good adhesion with any combina- 
tion of etch and immersion treatment used. 


No difference was found in the behavior of fully 
annealed aluminum or aluminum—114 per cent man- 
ganese alloy as distinct from the hard-rolled material. 


Markedly poor adhesion was obtained on all alloys 
with the dilute zincate dip used by Bullough and Gar- 


dam.!! 


As in the case of variations in alloy composition, 
the pretreatment may affect zinc deposition via the 
potential of the aluminum. Fig. 8 shows the potential 
difference between commercially pure aluminum treat- 
ed in various ways and zinc in a zincate solution, 
while the effect of these treatments on the zinc deposit 
is shown in Table I. 


As is shown by the zinc content and electrical resis- 
tance values, the very thin zine deposits, e.g., obtained 
by the double zinc immersion treatment, are not pure 
zinc, though no analyses have been published. 
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Fig. 10. The effect of different pre-treatments on the weight of 
the zinc immersion coating on commercial aluminum (2S). A: car- 
bonate-phosphate cleaner-zinc dip; B: as A but cleaning followed 
by 25% sulphuric acid etch; C: as A but double zinc dip; D: 
phosphate-nitric acid chemical polishing solution plus zinc dip.!4 


Effect of Temperature 


The effect of operating temperature on the deposit 
thickness obtained from the zincate solution is shown 
in Fig. 9. As is seen the initial rate of deposition is 
increased appreciably by the use of high temperatures. 

Experiments by Bailey'® showed that in the solution 
containing 520 g./l. sodium hydroxide, 100 g./l. zine 
oxidé, good adhesion was obtained with 1 to 3 min- 
utes immersion, while at 85°C, adhesion was good after 
1 minute but poor after 3 minutes. At low tempera- 
tures, i.e., below 20°C., longer immersion times were 
required to secure good adhesion, and at —6°C. the 
reaction had slowed down so much that a 20-minute 
immersion was needed to give good adhesion (i.e., over 
5 tons per sq. in.). 
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TABLE Il 


Thickness of Zinc Deposit obtained on 
Aluminum Alloys given various pretreatments 
before Zinc Immersion’ 


Zinc immersion 


treatment Zine deposited 
Pre- Time Tempera- mg. per micro 
Alloy treatment (min.) ture (°F.) sq. in. inches 
2S-H16 = A,B,C 1 74 0.10 0.8 
3S-H16 =A,C 76 0.23 1.9 
24S-T4 = A,C 3 76 0.39 $3 
A, B, C 1 78 0.14 1.2 

A,C 1 76 0.34 2.9 

A,C 3 75 0.48 4.1 

A, D, C 1 Tz 0.09 0.7 


A, D, C 3 90 0.12 1.1 


A—1 min. carbonate-phosphate cleaning etch. 

B—-1 min. zinc immersion dip. 

C—% min. immersion in 1 : 1] nitric acid or, when after zine 
immersion, until zinc is removed. 

D—5 min. in 25 per cent sulphuric acid at 175°F. 


Effect of Pretreatment 


The type of cleaning and etching procedure adopted 
before the immersion in the zincate bath may have a 
significant influence on the deposit obtained. This is 
demonstrated in Fig. 10 in which the deposit growth 
on commercial aluminum is plotted after treatment in 
A. a carbonate-phosphate cleaner; B. the same cleaner 
followed by a 25 per cent sulphuric etch: C. the same 
cleaner followed by a double zinc treatment: D. a 
phosphoric-nitric-acid base chemical polishing solu- 
tion. 

The double zincate process, which involves stripping 
the zinc coating in nitric acid and re-immersing, is 
useful on wrought alloys, except those with high mag- 
nesium contents, and some cast alloys. As is seen, the 
chemical polishing process also gives the light com- 
pact deposit which is found most suitable. 


Double Zinc Immersion Technique 


The double zinc immersion technique, by which the 
first zine coating is stripped in nitric acid and a new 
zinc deposit applied was suggested by Korpium® and 
later used also by Ehrhardt and Guthrie.'” This meth- 
od has been found useful in plating many alloys which 
are difficult to plate satisfactorily by the single zinc 
immersion method. The reason for the success of this 
method has not finally been clarified. The second coat- 
ing has been shown, however, to be more compact and 
to consist of a larger number of fine grains and it is 
possible that applying and removing the first zinc de- 
posit results in more uniform surface conditions for the 
second treatment. 


Table II gives details of deposit weights in relation 
to variations in technique on a number of alloys treat- 
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Fig. 11. Thickness of zinc deposited by immersion on commercial 

aluminum (25) as a function of time of immersion. A: zinc sul- 

phate — 5N, hydrofluoric acid = 0.5 N. B: zine oxide 100 g./IL., 
sodium hydroxide 500 g./I. 


ed by various methods including double immersion 
treatment. As is seen, the second zinc immersion treat- 
ment gives thinner deposits, despite longer treatment, 
both on commercial aluminum (25) and on aluminum- 
114 per cent manganese alloy (35). 

Recently the double immersion technique has been 
used in conjunction with electrodeposition of zinc in a 
modification of the Vogt process. 


Acid Fluoride Immersion Treatment 
Of some interest is a tange of solutions used for 
immersion deposition developed by Heiman.'* This 
author proposed a zinc solution containing: 


Zinc sulphate 719 
Hydrofluoric acid ” 


though the composition is by no means critical. This 
solution is used at 25°C. with mild agitation for im- 
mersion times varying from 5 to 60 seconds. Good 
adhesion was obtained on commercial aluminum as 
well as on duralumin and a number of other alloys, 
adhesion values above the U.T.S. of the basis metal be- 
ing obtained by the Ollard test on aluminum plated 
by this method. 

Fig. 11 shows the comparative growth of the zine 
deposit in this solution compared with the standard 
zincate solution. 

The same author obtained similar results with an 
immersion solution based on cadmium: 


Cadmium sulphate 
Hydrofluoric acid (48%) 105 ml./l. 
Hydrolyzed glue 2.0 g./l. 

This solution is stated to be suitable as a base for 
heavy copper deposits on aluminum. There would seem, 
however, to be no advantage over the zinc solutions. 
A similar solution used for tin immersion deposits is 
described in a forthcoming section. 
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Finishing Pointers 


Analytical Factors 


By J. B. Mohler 


HE strength of a standard solution and the size of 

the sample taken determine the volume of a titra- 
tion for a given concentration of a plating bath. The 
volume of the titration should be sufficiently large for 
easy accuracy, but small enough for rapid titration. A 
titration range of 10 to 15 ml. is ideal for analyses of 
electroplating baths. 


At times it is helpful to estimate the expected volume 
for a titration before making a standard solution. The 
strength of the standard or the sample size can then be 
selected or adjusted to obtain a titration in the desired 
range. 


General practice in an analytical laboratory is to 
make up solutions of approximately 1/20, 1/10, 1/2 
or 1N and then standardize these solutions in terms of 
normality. From a titration and the known normality, 
the result is calculated. For routine analyses it is more 
common to calculate a factor or to standardize in terms 
of a factor in order to simplify the calculation. For 
direct control analyses at the plating line it is often 
convenient to adjust a standard solution to a factor of 
one so that the calculation is eliminated. 


The following formulas are convenient to estimate 
the strength of solutions, to calculate adjustments and 
to calculate factors: 


1. FV = z./gal. 


NVE 
2. = oz./gal. 

7.98 

7.5 FS 
N= 
E 
4. NE= g./lL. 
where: F = factor 

V = volume of titration 
E = equivalent weight 
N = normality 
S = ml. of sample 
V,. Vo = volume of solution 


Formula | is the most popular. A standard solution 
is titrated with the same sample size to be used in the 
analysis. 


The factor is then: 


oz./ gal. 


| 


If the normality of a solution is known, F can be 
calculated from the formula: 


NE 


7.58 


Example: What is the factor for titration of NasCO; 
with N/l HCl to a Methyl Orange end-point for a 10 


ml. sample. 


ixs 
F —————- — 0.707 
7.5 10 


To make up a solution and adjust to a factor of one, 
the following procedure and calculations are useful: 


Example: To determine HSO, with standard NaOH, 
a 10 ml sample, titration to a Methyl Orange end-point, 
and a factor of one. 


7.5 FA 
E 


1.53N NaOH 
49 


g./l. = NE = 1.53 x 40 


= 61.2 g. NaOH dissolved and diluted 
to 1000 ml. 


To allow for the fact that the NaOH will not be 
100° pure, weight about 5° excess or about 64 
grams. Determine the normality by titration with a 
standard and adjust to 1.53N by dilution. 


For example, if the normality is found to be 1.56 
then: 


—-1000 1.56 


= 1020 
N, 1.53 


1020 — 1000 20 
Therefore add 20 ml of water to 1006 ml of 1.56 N 
to obtain 1.53 N. 
Conversion of Factors 


The following formula can be used to convert from 
one factor to another: 


For titration of boric acid with NaOH the following 
(Concluded on page 67) 
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Determining Chromium Plating Solutions 


By Dr. Heinz W. Dettner, Bielefeld, Germany 


S it is well known, iron may be present in chro- 

mium plating solutions as an unwelcome impurity. 
It contaminates the plating solution as a result of 
anodic dissolution of steel tanks and chemical dissolu- 
tion of parts fallen into the tank, in chromium plating 
of hollow parts, or by addition of iron-containing 
water (from rinse tanks or chrome mist collectors). 
Although different proposals for elimination of iron 
from chromium plating solutions have been offered, 
none of them has been very really successful until the 
present. These proposals were ion exchange treatment 
and cataphoretic separation with a diaphragm installa- 
tion.! 

The troubles encountered when iron contamination 
is present in chromium plating solutions are the reduc- 
tion of the current efficiency and conductivity parallel- 
ing the rise of resistance of the solution and an equiva- 
lent consumption of current. The metal deposits are 
coarse grained and generally dull. Sometimes spotty 
coatings are deposited, owing to the restriction of the 
bright plating range. Moreover, these deposits are brit- 
tle. Besides, it is well known that chromium plating 
solutions containing a high iron content, are more sen- 
sitive to variations of the catalyst ratio. 


It is, therefore, necessary from time to time, at least 
when troubles occur, to carry out an analytical deter- 
mination of the iron. This may be determined by 
polarographic analysis according to E. Miiller and 
Haase.” As the required apparatus for this method rare- 
ly is present, the gravimetric method, hitherto, has 
been employed (oxidation in alkaline solution, filtra- 
tion and weighing the precipitate). Some prefer the 
volumetric method and, according to Zimmermann- 
Reinhard, reducing the precipitated iron hydroxide 
with stannous chloride and titrating with potassium 
permanganate. 


Using a new complexometric method, the iron con- 
tent may be determined in a convenient and quick 
way by means of chelating agents. E.D.T.A. (ethylene 
diaminetetra acetate - disodium dihydrate salt) is used 
and 10% disodium-brenzcathechine — 3,5-disulfonate 
as an indicator.* The annoying oxidation of the di- 
valent iron, to the trivalent state is then unnecessary. 


The method is as follows: 
1. Dilute 5 ml. of the chromium plating solution to 
150-200 ml. with distilled water. 


2. Adjust pH to exactly 2.5 with ammonium hy- 
droxide (or if necessary, c.p. sulfuric acid). It is 
very important to closely maintain the pH at 
2.5 as, otherwise, the indicator is ineffective. 


3. Add 3 ml. of an aqueous 10% disodium-brenz- 
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cathechine — 3,5-disulfonate solution as an 
indicator, which produces a blue-green color. 

1. Titrate with 0.05 M E.D.T.A. until the color is 
just discharged. 

5. Calculate results: 
ml. E.D.T.A. used & 0.558 = grams per liter of 
iron in the plating solution. 
ml. E.D.T.A. used 0.0744 = ounces per gal- 
lon of iron in the plating solution. 

If the iron content of the chromium plating solution 
exceeds 20 grams per liter (2.6 ounces per gallon), it is 
preferable to carry out the determination with a more 
diluted sample. In this case the sample of the original 
plating solution is diluted in a volumetric flask from 
10 to 100 ml. and a 10 ml. aliquot taken for deter- 
mination as outlined before. 

The factor is in this case 2.79 for grams per liter 
and 0.37 for ounces per gallon. 


References 


1. German patent 814,080 (Aug. 28, 1949). 

2. Zeit. fur Anal. Chemie, 91, 241 (1933). 

3. Riedel de Haén, Seelze bei Hannover, Germany. Cat. No. 
30193. Merck A. G., Darmstadt, Germany. Cat. No. 1922. 


FINISHING POINTERS 
(Concluded from page 66) 
numerical values describe the titration: 
lL O13 = = 
For sulfuric acid, the following describe another ti- 
tration with NaOH: 
If all conditions are known, except F for the boric 
acid, it can be calculated as follows: 


25 0.1 61.2 
F, 0.261 x — — —- — 0.183 
5 l 49 


The formula is most convenient to use in part as for 
the calculation of a factor for a change in sample size. 
This is convenient where it is desirable to change the 
volume of the titration. 

Example: Assume the above case for sulfuric acid, 
but a 10 ml. sample. What would the factor be? 


Se 25 
F = F, —- = 0.261 K — = 0.652 
S 10 


A little time spent in converting to a better sample 
size or in adjusting a solution to a convenient factor 
may save a few minutes each day. Such savings of time 
are well worth while for frequent routine analyses. 
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for 
Electroplaters 


21. Throwing Power 


By L. Serota 


HE term throwing power, as dis- 

tinguished from covering power, 
denotes the extent to which, under cer- 
tain conditions in a plating bath, a 
uniform distribution or thickness of 
metal is obtained on different parts of 
the cathode. It is not a specific or in- 
herent property of a solution. Metal 
distribution is the resultant of factors 
pertaining to the physical. chemical 
and electrical characteristics of an elec- 
trolytic (plating) process. Tank and 
electrode geometry (arrangement), the 
type of cathode (flat, projecting or re- 
cessed), agitation and, to a lesser ex- 
tent, temperature are some physical 
factors affecting metal distribution. 
Chemical factors affecting throwing 
power are variations of tank composi- 
tion, pH, impurities, and addition 
agents. Current density, cathode efh- 
ciency, and conductivity are electrical 


LOW CURRENT DENSITY AREA 


Fig. 99. Covering Power Cell. 
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factors associated with metal distribu- 
tion. 


Covering Power 


Covering power of a plating solution 
refers to the ability of the solution to 
cover a cathode completely with de- 
posited metal. It is the minimum cur- 
rent density at which the deposit will 
start to form and any point on the 
specimen with a lower current density 
will not be plated. This characteristic 
is not a function of the solution but de- 
pends upon such factors as polarization 
and surface (rough, dull, or polished). 
In some cases, as in chromium plating, 
R. Pinner reports improved covering 
power on recessed parts of nickel plated 
copper when thicker coatings of nickel 
are applied. This he attributes to the 
porosity of thinner deposits. A rough 
surface will not give the same covering 


SOLUTION LEVEL 


Fig. 100. Low Current Area Deposit. 


power as that obtained on a compar- 
able smooth (polished) one, due partly 
to the greater cathode area for the 
rough surface and the recessed areas. 

For example, in the zinc plating 
process, the basis metal (malleable 
iron) is flashed with tin because the 
higher hydrogen overvoltage of tin 
compared to iron will enable the zinc 
to cover the surface, including recesses. 
more completely. Deposition will take 
place first on the high current density 
areas, which thus become. polarized. 
This results in the distribution of cur- 
rent to other parts of the surface. Fur- 
ther application of this principle is the 
basis of the strike bath, as in silver 
plating, or the copper strike on steel 
before nickel plating. In such baths, a 
low metal (ion) concentration and a 
high current density result in higher 
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Fig. 101. Plating Range. 


polarization, thereby providing better 
covering power. In this respect acid 
baths are generally poor, while the cov- 
ering power of alkaline baths is usually 
good. 


CELL: 


Covering power may be tested, in a 
qualitative manner, by plating on a 
cathode arranged so that the back of 
the plate serves as the low current den- 
sity area (Fig. 99). A test plate will 
show, as in Fig. 100, that only part of 
the back of the plate (the low current 
density area) is covered. To cover the 
back of the plate completely, it would 
be necessary to increase the total cur- 
rent. This, in turn, would have the ob- 
jectionable result of depositing exces- 
sive metal in the higher current den- 
sity areas as well as possibly producing 
a burning effect. An adaptation of this 
method of determination is the stand- 
ard plating test, whereby covering 
power may be measured in terms of the 
minimum current density at which 
plating will take place. If an anode 
and cathode are arranged, as in Fig. 
101, such plate distribution may be 
shown. The current density changes 
continuously along the length of the 
cathode. Over a portion of this range, 
depending on the bath, the plate will 
be satisfactory. 

The Hull cell provides an effective 
and rapid test plate, one which covers, 
in one operation, normal plating range 


1% — 


2k- 


Fig. 102. Drawing of the 267-ml Hull Cell. All 
dimensions are for inside measurement. 
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Fig. 103. Current-density zones in amperes per 
square foot on panels from 267-ml Hull Cell for 
three total currents. 


plus a higher and lower current den- 
sity range (Fig. 102). The extra range 
is the medium for checking or predict- 
ing trouble before it appears in the 
normal plating range. Fig. 103 repre- 
sents the current density zones for this 
cell in amperes per square foot for 3 
total currents. 


Bent CATHODE — CAviTy SCALE: 


Another commonly used method for 
measuring covering power is the bent- 
cathode test. The cathode, a rectangu- 
lar metal strip, which is bent at right 
angles, thereby including recessed and 
protruding portions, is placed at a 
definite distance from the flat anode. 
The cathode is removed after a fixed 
period (1 minute) and the degree of 
metal deposition in the angle is stud- 
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Fig. 104. Design of test with bent cathode as 
given by Pinner and Baker. 


ied. This method finds extensive use in 
measuring, at a definite current den- 
sity, the covering power of chromium 
plating solutions. The best known type 
of testing specimen for this bath is the 
L shaped form (Fig. 104), which was 
used by Pinner and Baker to estimate 
the covering power of chromium plat- 
ing solutions and to modify the CrOs 
SO, ratio. This method, however, is 
only qualitative, since such factors as 
the anode-cathode distance is not defin- 
itely determined, the fillet radius of the 
apex angle has not been considered, 
and current distribution on the verti- 
cal and horizontal planes of the cath- 
ode is not the same. The distribution 
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Fig. 105. Current distribution on cathode bent 
to right angle. 


on the vertical part of the cathode be- 
comes more uniform, the farther it is 
from the angle whereas, on the hori- 
zontal part of the cathode, a rapid rise 
occurs. This is demonstrated effective- 
ly in the graph, Fig. 105, according to 
Kasper. 


Bent CatTHope In CELL: 


The development standardiza- 
tion of an improved method of evaluat- 
ing covering power was described by 
R. H. Rousselot in the May 1955 issue 
of METAL FINIsHING. In this procedure 
the cathode, bent at an angle of 78°, is 
placed in a Hull cell which serves as a 
standard cell. Because of the fixed di- 
mensions of the cell, the combined ad- 
vantages of an angular cathode and 
bent cathode are included. The slant- 
ing cathode provides a quantitative 
evaluation of current densities, while 
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Fig. 106. 270 cc. Hull Cell with bent cathode, 
showing significant strip on the cathode. 


the form of the bent cathode provides 
areas intended to receive low current 
densities. A schematic arrangement for 
this test method is shown in Fig. 106. 
To make the test quantitative, a copper 
fluoborate bath was used to determine 
the distribution of the current along 
the shanks of the cathode. This solu- 
tion was used because it had almost 
zero polarization and 100 percent 
cathode efficiency up to very high cur- 
rent densities. Fig. 107 is the graph for 
this curve. A total current of 4 amp- 
eres was used because it corresponds 
to average density of 8 amp./dm.* com- 
monly used in chromium plating. Meas- 
urement along the significant strip 
shown in Fig. 106 is necessary for a 
quantitative determination of the cov- 
ering power. The fillet radius of the 
apex is 0.5 mm, the test run, 3 minutes. 

The Cavity Scale test for measuring 
covering power gives semi-quantitative 
values for determining the ability of a 
solution to deposit in recessed portions 
of a cathode. It consists of a bar of 


Fig. 107. Curve showing distribution of cur- 

rent along bent cathode placed in Hull Cell. 

(Only one-half of curve, 0 to 5 cm, is shown, 
the other half being symmetrical.) 
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on stecc@an DRILLED HOLES RANGE 
DEPTH FROM 0.05" to 0.5" BY 0.05" 


Pan’s Cavity SCAce. 


Fig. 108. Pan’s Cavity Scale. 


metal containing a series of holes of 
the same diameter but of varying 
depths (Fig. 108). 


Current Distribution 


Distribution of the metal deposited 
upon an object will depend upon the 
current density, which varies over dif- 
ferent parts of the surface as a result 
of electrode geometry. This includes 
such factors as shape and size of cath- 
ode and anode; position of plated ob- 
ject relative to anodes, tank walls, other 
cathodes; auxiliary anodes which aid 
in increasing the thickness of deposit- 
ed metal in thin areas; auxiliary or sec- 
ondary cathodes which tend to reduce 
(rob) the current in high current den- 
sity areas (Fig. 109); or non-conduct- 
ing shields, which will shadow high 
current density spots, thus shifting the 
deposit to other areas (Fig. 110). 
Thus, the distribution of current on the 
electrodes under an applied potential 
and in the absence of polarization is 
called the primary current distribu- 
tion. In some simple cases it can be 
obtained directly by calculation, but it 
becomes impossible in the majority of 
cases. It is independent of resistivity or 
other solution properties, depending 
entirely on the shape and position of 
the electrodes. 


EQUIPOTENTIALS: 


The simplest arrangement for an 
electrolytic cell in which current will 
flow only in straight lines between elec- 
trodes, thus permitting uniform cur- 
rent distribution, is represented by Fig. 
111. This type of cell will consist of a 


Fig. 109. Robbing. 
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single anode. In such a unit, obeying 
Ohm’s Law, the amount of current flow 
will be in direct proportion to the volt- 
age (potential difference) and inverse- 
ly proportional to the resistance of the 
solution. The current density, assuming 
no polarization, would not change, if 
either electrode became one of the 
plane surfaces marked 1, 2 or 3 in 
Figure 111, and the applied voltage 
were adjusted to conform with the 
shorter distances. Such plane surfaces 
are called equipotentials and are deter- 
mined by cell geometry. 


Fig. 110. Shadowing. 


Fig. 111. Electrolytic Cell. 


SECONDARY CURRENT DISTRIBUTION: 


Polarization, which produces a local 
back emf, resulting from chemical and 
electrochemical reactions occurring in 
the cell, has the same effect as increas- 
ing the resistance in the higher current 
density areas. This reduction in current 
density results in a more uniform cur- 
rent distribution on an electrode. The 
term uniformizing is used to describe 
this effect. This factor, which includes 
the effect of polarization upon throw- 
ing power, is called secondary current 
distribution. It is dependent on such 
additional conditions for current distri- 
bution as the nature of the basis metal, 
current density, conductivity, cathode 
efficiency, temperature, and agitation. 


Fig. 112. Electric current field in Hull Cell. 
Electrodes ab and cd are connected by (solid) 
current lines; equipotential lines are dotted. 


CuRRENT LINES: 


Current lines are always at right an- 
gles (perpendicular) to the equipoten- 
tials. In the diagram of the Hull Cell 
(Fig. 112), the relationship of current 
(flow) lines to equipotentials is indi- 
cated. The cathode, ed, is inclined, and 
it will be observed that the equipoten- 
tials (dotted lines) are closer near d 
than near c, thus producing a higher 
current density at d compared to c. 
This difference is reduced as the equi- 
potential surfaces are shown farther 
away from cd and begin to appear 
parallel as electrode ab is neared. Such 
equipotential lines will give values that 
will be between those obtained when 
the electrode ab and cd are used as 
anode and cathode respectively. The 
current lines (solid) are those paths 
along which the ions flow and are al- 
ways at right angles to the equipoten- 
tials irrespective of the position or ar- 
rangement of the electrodes. This pro- 
vides a graphical method of locating 
the current (flow) lines. 


The value of an equipotential sur- 
face may be determined by using a 
probe (exploring) electrode and a volt- 
meter. A recent development in the 
determination of equipotential lines by 
use of models was described in an arti- 
cle in the April, 1954 issue of PLATING 
by G. F. Kinney and J. V. Festa. They 


used a model of an actual cell in which 


probe 


Fig. 113. Locating equipotential lines. 
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Fig. 114. Cylindrical electrolytic cell, in which 
the outer cell wall is the cathode and the cen- 
ter indicates a thin wire electrode. 


conducting paper was used to simulate 
the plating solution. The electrodes 
consisted of low-resistance silver paint- 
ed strips (printed circuit type). After 
the equipotential lines were plotted, 
the current (flow) lines were drawn in. 
The schematic circuit for locating 
equipotential lines is shown in Fig. 
113. In an alternate method of locating 
the network of current (flow) lines. 
described in this article, an inverted 
model is employed in which the con- 
ducting electrodes of the original 
model are replaced. by non-conducting 
areas and the non-conducting areas are 
replaced by conducting areas. It is evi- 
dent that the current lines, shown orig- 
inally, now become equipotential lines 
and may be located by the probe 
method. 


Another arrangement (geometrical) 
of electrodes for obtaining uniform 
current distribution is a cylindrical 
conductor in which the cathode is the 
outer wall of the cylinder and the 
anode a thin wire at the center (Fig. 
114). The bottom is insulated. The 
equipotentials are represented by cir- 
cular (concentric) cylinders drawn as 
dashes. The radial lines shown in the 
diagram are current lines along which 
the ions of the electrolytic move. It is 
evident that if the eight sections 
through which the total current passes 
are continually reduced, a small sec- 
tion, as indicated by the heavy lines, 
will result, with the current lines be- 
coming, ultimately, radial lines. The 
current density, although uniform on 
each cylinder of any of the cathode 
surfaces, will become higher, owing to 
the smaller areas, as the inner circles 
are reached. Accordingly, the current 
density on the cathode will be inverse- 
ly proportional to the radius. 
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FLAT AND Bent CATHODE: 


Current distribution will not be uni- 
form in the case of flat and bent cath- 
odes, which may be considered the gen- 
eral classification of electrodes when 
determining variations in metal distri- 
bution on cathodes. Schaefer and 
Pochapsky showed the metal distribu- 
tion of nickel, which was plated in a 
uniform-current cell, from a Watt’s 
bath on a flat cathode with sharp edges. 
The actual (experimental) metal depo- 
sition compared favorably with the 
theoretically calculated distribution. 
The throwing power of the nickel bath 
is almost zero; hence with virtually no 
polarization, metal distribution in the 
cathode will follow the theoretical pri- 
mary distribution curve. This condi- 
tion wherein the edge effect (deposi- 
tion) is greater than the center part, 
prevails for any sharp edge. J. Krons- 
bein stresses the fact that the edges use 
or steal the current density from cen- 
ter part of the plate. 


In studying the metal distribution on 
interior surfaces of right angle cath- 
odes for different shank lengths and fill- 
et radii, Kronsbein and his associates 
reported that the fillet radius had little 
effect on thickness of deposit in the 
corners or shanks of the specimens 
when the radius was greater than 0.02 
inch for a two inch shank length. This 
is recommended as the minimum meas- 
urement for objects to be plated using 
the uniform-current cell. Below this 
0.02 inch radius, deposition of metal in 
the fillet decreased rapidly. This ap- 
plies to angle-shaped objects that are 
closely spaced in a large tank, with the 
anodes eight to twelve inches from the 
cathodes. 


Throwing Power Determination 


Because of the many variables asso- 
ciated with electrodeposition processes, 
the use of a specific test for determin- 
ing and expressing throwing power 
numerically (in percentage) cannot be 
considered as a quantitative measure 
for metal distribution on a particularly 
shaped cathode in a tank. For that rea- 
son, a procedure which would not dis- 
tinguish between such contributing 
factors as conductivity, cathode polar- 
ization, primary or secondary current 
distribution, and cathode efficiency, but 
would serve as a direct measure of the 
metal distribution, is preferred. Such 
an arbitrary value could be considered 


the throwing power of the solution. 
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Harine CELL: 


The method generally considered 
most satisfactory for expressing throw- 
ing power is the one developed in 1923 
by Haring and Blum, commonly known 
as the Haring Cell (Fig. 115). In con- 
struction, it is made of hard rubber or 
glass or, at times, a glass-lined steel 
box, 15 em. long, 5 em. wide. with a 
solution depth of 5 cm. Sheet metal 
cathodes fit in both ends of the box 
and are connected by a metal rod. A 
perforated or wire gauze electrode serv- 
ing as the anode may be placed at dis- 
tances of 2.5, 5.0 or 10 cm. from one 
of the cathodes. The gauze or perfor- 
ated electrode reduces polarization on 
both sides of the anode. The ratio of 
distances between the cathodes and the 
anodes is designated as K. This repre- 
sents the primary current distribution 
ratio. The ratio of the gain in weight 
of the near cathode (Mn) to that of the 


Fig. 115. 


The Haring Cell, showing gauze 
anodes in two of the three possible positions. 
The other position is in the slots halfway be- 
tween the right hand gauze anode and the 
cathode. 


far cathode (Mf) is called the metal 

distribution ratio and is indicated by 
Mm 

the letter M or —— = M. metal dis- 
Mf 


tribution ratio. From these figures, 
Haring and Blum defined throwing 
power as the deviation (in percent) of 
the metal distribution ratio from the 
primary current distribution ratio or 
K-M 
Throwing Power = 100 — ——. For 
K 
example, if the cathode distance ratio, 
K, is 5, that is if the anode is five times 
as close to one of the cathodes as it is 
to the other, a solution which exhibits 
no throwing power will deposit five 
times as much metal on the nearest 
cathode compared to the deposit of 
metal on the far cathode. Since the 
metal in ratio M, in this example, will 
be 5 then, by substitution, Tp — 100 
5-5 
x —— = zero percent. If in another 


5 
instance, the weight of the deposited 
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FORMULAS FOR THROWING POWER 
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Fig. 116. Throwing power vs. metal ratio of 
K = 5 by the Haring-Blum and Field formulas. 


metal in the near cathode will be four 
times the weight of metal on the far 
cathode, the throwing power will then 


5-4 
be Tp = 100 X —— = +20 percent, 
5 


indicating a more uniform metal dis- 
tribution. The throwing power in this 
case is said to be positive. By the same 
procedure, a metal distribution ratio 
(M) greater than 5 will result in a 
negative throwing power value. An ob- 
jection raised to the use of this form- 
ula is its dependence on the value of 
K. Since perfect throwing power would 
indicate a metal distribution ratio 
equal to 1 then, when K = 5, the 
formula would show less than 100 per- 
cent throwing power. In this instance 


it would be 80 percent. (TP = 100 
5-1 


—— = 80 percent). If K = 2, then 
5 


substitution in the equation would im- 
ply a throwing power of only 50 per- 


cent. 


MopIFICATION: 


An improved scale was considered 
necessary so that perfect throwing pow- 
er would be represented by a numeri- 


Fig. 117. Simplified throwing power apparatus. 
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cal value of 100 percent. one which 
would vary very little with changes in 
distance ratio (K). One modification 
is the Field equation in which the 
throwing power is always 100 percent 
K-M 
when M = 1. Tp = 100 X ———. 
K-M-2 
It is entirely independent of the value 
of K and all values lie between +100 
percent and —100 percent. The graph 
(Fig. 116) shows the comparison of 
throwing power values and the metal 
ratio of K = 5 for both formulas. 

A simplified throwing power device 
which can be introduced directly in a 
plating tank (Fig. 117) was reported 
by F. A. Lowenheim in the 41st Ann. 
Proc. of the A. E. S. It has the advan- 
tage of testing the throwing power di- 
rectly in the tank instead of using a 
laboratory set-up. Weighing the cath- 


| 


Fig. 118. Diagram of a double-lead cathode 
arrangement used for throwing power deter- 
mination. 


odes before and after represents the 
only procedure necessary. The cathodes 
are spaced so that the distance ratio 
(K), as the measurements show is 5/1. 

A modification of the Haring Cell 
which, R. Pinner contends, gives throw- 
ing power values closer to those ob- 
tained in plant operation is the double- 
bent-cathode test (Fig. 118). In this 
arrangement the two vertical faces of 
the cathode strip are made parallel to 
the anode by forming an additional 
right angle bend. The letters L,, and Ly 
represent the anode-cathode distances. 
The significant advantage of this meth- 
od, the author states, lies in overcom- 
ing possible differences in temperature 
and metal concentration which may re- 
sult when two cathode sections are ar- 
ranged as in the Haring Cell, and in 
avoiding the effect of polarization on 
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DEPOSIT THICKNESS, INCHES 10% 


I 


70505 0 

DEPOSIT THICKNESS, INCHES x10% 
Fig. 119A. Throwing power test, showing dis- 
tribution of deposit on bent cathode placed 
symmetrically with respect to anode. 


two separate cathodes, which may dif- 
fer from that of a single cathode. A 
disadvantage arises from the difficulty 
in determining the current distribution 
ratio over the two faces. Also, the 
thickness of the deposit cannot be ob- 
tained gravimetrically. The claim is 
made, however, that this test is simpler 
and serves as a more effective indica- 
tion of the effect of plating variables 
on throwing power. 

An indication of the excellent throw- 
ing power and distribution of metal 
thickness over an irregular shaped 
cathode of a tin-nickel plate was re- 
ported by J. W. Culbertson, N. Parkin- 
son and H. P. Rooksby in the March 
1953 issue of JOURNAL OF THE ELEc- 
TROCHEMICAL Soc. Using bent cath- 
odes placed both symmetrically (Fig. 
119a) and asymmetrically (Fig. 119b) 
with respect to the anode, the results, 
measured quantitatively, show a quite 
constant thickness distribution with the 
exception of the deposit on the edges. 
Emphasis is placed upon the amount 
of alloy deposited on the far side of 
the cathode and the fact that the prop- 
erty of this solution is not common 
with electrolytic solutions. 


PLATING TEST 
ELEVATION 


DEPOSIT THICKNESS, INCHES « 10°4 


DEPOSIT THICKNESS,INCHES * 10% 
Fig. 119B. Throwing power test, showing dis- 


tribution of deposit on bent cathode placed 
unsymmetrically with respect to anode. 
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ELECTROPLATING CLEANING 


SHOP PROBLEMS 


ABRASIVE METHODS SURFACE TREATMENTS CONTROL 
PICKLING TESTING 


METAL FINISHING publishes, each month, a portion of the inquiries answered as a 
service to subscribers. If any reader disagrees with the answers or knows of better or more 
information on the problem discussed, the information will be gratefully received and the 


sender's name will be kept confidential, if desired. 


Gold Plating Die Castings 


Question: | would like the proced- 
ures on gold plating zinc die castings 
in relationship to the cleaners, acid dip, 
rinses and prior plating (preferably 
omitting nickel plating). 

A. C. L. 

Answer: The procedure for plating 
die castings would involve the follow- 
ing steps, after buffing: 


1. Degrease 

2. Electroclean in special die cast 
cleaner, obtainable from all 
cleaner manufacturers 

3. Rinse, cold or warm 

4. Acid dip, 1% fl. oz./gal. sulfuric 
acid 

5. Cold rinse 

6. Copper strike in standard cya- 


nide bath 


7. Bright copper plate 
8. Rinse and dry 
9. Buff copper 
10. Clean, rinse, and cyanide dip as 
usual 


ll. Gold flash, as usual. 


If a bright nickel is applied after 
bright copper plating, the articles can 
then be gold plated directly, thus avoid- 
ing the additional steps of buffing cop- 
per and cleaning. In addition, the use 
of a nickel undercoat for gold elimi- 
nates tarnishing of the copper through 
the thin gold deposit. 


Film Removal from Hardened 
Steel 
Question: We have encountered con- 
siderable difficulty in removing fire 
scale from some of our sheet metal 
screws before plating. We have experi- 
mented with numerous suggestions 
from our various chemical suppliers. 
However, we have not been able to 
correct this situation. 


METAL FINISHING, 


February, 19. 


The peculiar part of this is that in 
a barrel run, we will come up with 
some very beautiful plating, but. in- 
variably there will be a small percent- 
age that comes out as per samples 
enclosed. 

We would greatly appreciate any 
suggestions that you may offer inform- 
ing us as to whether or not this deposit 
is a fire scale or any other information 
at your disposal. 

Answer: The deposit is not really a 
fire scale but a film of insoluble iron 
carbide. This condition is quite com- 
mon on hardened steel because of the 
high carbon content. 

On large parts it is customary to 
pickle sufficiently to loosen the film 
and then to brush it off. This, of 
course, is not possible on small parts 
such as the sheet metal screws for- 
warded. Our suggestion would be to 
pickle the screws for a longer period, 
using a pickling inhibitor to prevent 
attack. Subsequent tumbling in dry 
sawdust may result in removal of the 
skin. 


Trichlorethylene Degreasing 


Question: We have two questions to 
ask you: In solvent degreasing, how 
much trichlorethylene is normal to lose 
by vaporization; and what is the maxi- 
mum oil content allowable in the liquid 
trichlorethylene? 

Answer: There is no standard figure 
for solvent consumpiion in vapor de- 
greasing. The losses will vary with the 
type of work, the type of machine and 
the method of operation. Slow removal! 
of work through the vapor chamber, 
however, is very important to cut down 
losses. 


The boiling point of trichlorethylene 


7 


rises with increase in oil concentration. 


Normally. when the temperature 
reaches 195 deg. F., indicating 25% 
by volume oil content,. the solvent 
should be distilled away and the sludge 


removed from the boiling compartment. 


Electrotin Flowing 


Question: We need _ information 
about the method of brightening elec- 
trotin plating by “reflowing” in hot 
oil. The information we need is what 
oil, or mixture of oils, do we need, 
and at what temperature should the 
oil bath be operated? We, of course, 
need any information you may have 
on any special techniques needed to 
do this operation. 


R. W. B. 


Answer: Electrotin is flowed by im- 
mersion in hot palm oil, tallow, or a 
number of proprietary flowing oils, 
obtainable from oil refiners. A suitable 
product is furnished by Hydro Chem. 
Co., Inc., Farmington, Conn., lronsides 
Co., Columbus, and by Archer-Daniels- 
Midland Co., Cleveland, Ohio. The oil 
bath is operated just above the melting 
point of tin, generally 460-500 deg. F. 


Plating on Plaster of Paris 


Question: | am plating copper from 
an acid copper bath onto a plaster of 
paris plaque. The copper film which 
is plated onto the plaque blisters in 
various locations. The plaster of paris 
also is soaked with water after the 
plating operation. The following are 
the steps which I| follow: 


1. Air dry plaque for 2 to 4 days. 

2. Apply two coats of either lac- 
quer or shellac. 

3. Spray two coats of a mixture of 
1 part lacquer 
4 parts lacquer thinner 

Bronzing powder 

4. Dry plaque 24 hours 

5. Place in copper sulfate bath and 
plate direct for one minute and 
reverse for 15 seconds. Continue 
for ten hours. 


Please inform me if the above steps 
are correct and how I can eliminate 
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the blistering and soaking of the 
plaque. 
F.C. 

Answer: Since the plaster of paris 
is water soaked after plating it would 
indicate that the waterproofing is not 
complete. It will be necessary to apply 
a sufficient number of coats of lacquer 
or shellac to make the plaster com- 
pletely waterproof prior to plating. 
Better results will be obtained if the 
parts are soaked in hot paraffin wax. 
When bubbling stops, showing that the 
pores are filled, the part is removed 
and the excess wax wiped off with sol- 
vent. 

If wax is used for waterproofing. 
at least two coats of shellac, and pre- 
ferably more, should be applied before 
the bronzing lacquer. Shellac must be 
used since lacquer will penetrate the 
wax and will not dry. 


Contact and Immersion Deposits 


Question: On page 413 of the 1956 
Meral. FinisHinc GumpeBook, no- 
ticed that you differentiate between a 
“contact” process and one that is a 
true immersion deposit. What is the 
chemistry of a “contact” process? 

My reason for asking is that we 
have been able to deposit a metallic 
film by immersion without following 
the electromotive series. We feel that 
the “contact” process might explain 
our experiments. 

Have any metals ever been deposited 
by immersion without following the 
electromotive series ? 

D.S. 

Answer: An immersion deposit is 
produced by displacement of a metal 
from solution by a less noble metal. 
such as in the case of copper on iron 
from the copper sulfate solution. 

In contact plating, an internal bat- 
tery is produced by contacting the 
metal to be plated with a less noble 
metal. In this instance, the latter dis- 
solves as the anode and the resulting 
current deposits the coating metal on 
the article to be plated. An example 
would be the deposition of tin on steel 
from the tartrate bath, using mossy tin 
or zine as the contact metal. 

Metals can be deposited without fol- 
lowing the electromotive series, by 
chemical reduction. Electroless nickel 
and silver mirror production are typi- 
cal examples. 

Oxide Finish for Chromium 


Question: We are interested in a 
product suitable for applying to chro- 
mium plated steel articles to obtain a 
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chromium oxide by chemical means or 
by chemical plus heat. This might be 
in the field of dichromate solutions, 
etc. 


W.K. 
Answer: lf the chromium deposit is 
sufficiently heavy, a good black can be 
produced in a case-hardening melt. A 
typical composition was patented by 
Du Pont in 1933 and is now in the 
public domain. It consists of : 


sodium cyanide 
sodium chloride 
39°) soda ash 

sodium cyanate 


Parts are dipped for 2 minutes at 
1,400 deg. F. and quenched in cold 
water. The color can be brightened by 
oiling. 

If the chromium plated parts cannot 
withstand this high temperature, a 
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black deposit can be obtained by chro 
mium plating from the acetate bath 
suggested by M. F. Quaely in the 1953 
annual proceedings of the American 
Electroplaters’ Society. 


Silver Plating 


Question: Would stainless steel be 
satisfactory for anode baskets in NaCN 
silver plating solutions? What is the 
highest voltage which can be used in a 
silver strike ? 


A. J. 


Answer: Stainless steel is satisfac- 
tory for anode baskets in cyanide plat- 
ing solutions. However, ordinary car- 
bon steel is also satisfactory and less 
expensive. 

A strike voltage of 4-6 is generally 
recommended for silver, but higher 
voltages are employed in special cases. 
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Electropolishing Bath 


LS. Patent 2.752.304. June 26, 1956. 

E. Darmois and 1. Epelboin, assign- 

ors to Centre National de la Recherche 
Scientifique. 


Electrolytic bath for polishing metals 
constituted solely by a solution of a 
salt of perchloric acid in ethyl alcohol, 
said solution comprising from 80% to 
92% of ethyl alcohol by weight, cation 
of said salt satisfying the inequality 
r,>r, in which r, is the radius of the 
cation in the said solution, and r, is 
the radius of the cation as determined 
by measurements made upon the salt 
in the crystalline state. 


Electropolishing Aluminum 
U.S. Patent 2.752.305. June 26, 1956. 


H. L. Turner, assignor to Union Car- 
bide and Carbon Corp. 


A process for producing a smooth, 
lustrous surface on an article of alumi- 
num or an aluminum-rich alloy, said 
process comprising immersing said 
article in an electrolyte, said electro- 
lyte comprising, by weight, 45°. to 
80% phosphoric acid, 5% to 20% 
sulfuric acid, the total of the acids be- 
ing not more than 90% of said elec- 
trolyte, 1% to 5% in the aggregate of 
at least one of the phosphorus con- 
taining material in the group consisting 
of a phosphoric acid ester of a poly- 
hydric alcohol and a salt of said ester, 
the remainder water, etching said arti. 
cle in said electrolyte, and, subsequent- 
ly, subjecting said article to a direct 
current voltage while making said arti- 
cle an anode in said electrolyte. 


Barrel Finishing 


U. S. Patent 2,752,732. July 3, 1956. 
L. M. Walker. 


In apparatus of the class described, 
a main housing; a workpiece tumbling 
barrel rotatably mounted in said hous- 
ing, said barrel having open mesh 
sides; an impeller mounted for rotation 
beneath said tumbling barrel, and 
positioned for hurling a stream of pul- 
verulent material upwardly at said 
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barrel: an impeller casing for partially 
enclosing the region of movement of 
said impeller, such casing having an 
open top region and including two 
side plates on opposite sides of the 
plane of rotation of the impeller, each 
plate having an opening near the lower 
level of the path of movement of said 
impeller through which such material 
is fed into such casing and thus from 
the side of the impeller into the path 
of impeller movement; primary hop- 
per means for holding such pulverulent 
material and guiding same through 
such side plate openings into such 
casing; secondary hopper means above 
said primary hopper means and also 
positioned at one side of said impeller 
but below said barrel into which falls 
such material after being thrown to- 
ward said barrel, such secondary hop- 
per means having outlet means for 
directing material from the side there- 
of into the path of movement of such 
rotatable impeller from the side there- 
of. and also having inclined hopper 
surfaces of selected inclination for per- 
mitting such material to accumulate in 
a selected amount prior to sliding 
through said outlet means. 


Belt Polishing Machine 


U. S. Patent 2.752.734. July 3, 1956. 
A. S. McGibbon, assignor to Lukens 
Steel Co. 


In a machine for the surface condi- 
tioning of a work piece such as a sub- 
stantially flat plate or the like: an end- 
less rotatable belt for performing a 
conditioning operation on the said 
piece: at least one roller. the outer 
surface of which is adapted to contact 
one face of the belt to provide means 
for engaging said belt and said work 
piece; supporting structure for said 
roller controllably mounted for uni- 
versal movement over the surface of 
said work piece and having mechanism 
accommodating tilting motion of the 
roller in a plane substantially perpen- 
dicular to the work piece; resilient 
means to yieldably restrain said swing- 
ing movement; and means to rotate 


said belt. 
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Steam-Cleaning 


U. S. Patent 2.753.212. July 3, 1956. 
G. J. Aultman. 


A self-contained steam generator 
comprising in combination, a_ heater 
having a water impervious surface 
adapted to be heated to a temperature 
sufficient to vaporize water, a steam 
jacket enclosing said heater and having 
an inlet and an outlet, said inlet being 
disposed above the heater and adapted 
to direct water onto the heater surface 
thereof, a closed water reservoir dis- 
posed above the jacket for gravity 
feed of water thereto. means for selec- 
tively supplying water to said reservoir, 
a conduit establishing communication 
from the top of said reservoir at a pre- 
determined water level to the jacket 
inlet and coacting therebetween as a 
trap to isolate the jacket from the res- 
ervoir when the supply of water is re- 
moved and the static level of the water 
in the reservoir drops below said pre- 
determined level, a nozzle having a re- 
stricted orifice coupled to said jacket 
outlet and adapted to form a relatively 
high velocity jet of steam, and means 
for independently introducing a fluid 
cleansing agent at the point of release 
of the steam from said nozzle. 


Plating Silvered Mirrors 


U. S. Patent 2.753.298. July 3, 1956. 
W. R. Gray, assignor to Pittsburgh 
Plate Glass Co. 


The method of electroplating a me- 
tallic protective layer upon the silvered 
surface of a mirror, comprising pass- 
ing a silvered sheet of glass continu- 
ously in a substantially horizontal plane 
beneath an anode plate extending 
crosswise of said sheet and being of 
substantial width as measured in the 
direction of sheet travel, the silvered 
surface of said sheet facing said anode 
plate and being closely adjacent the 
same, continuously flowing plating so- 
lution into the space between said sheet 
and said anode plate only in sufficient 
quantity to maintain a_ constantly 
changing unbroken single thin layer of 
solution filling the space between the 
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anode and the sheet, and passing a 
plating current from said anode plate 
through said layer of solution and 
into the silver surface. 


Electropolishing Copper 


U. S. Patent 2,753,301. July 3, 1956. 

F. C. Bersworth, R. F. Atwood and 

\. J. Bicknell, assignors to The Dow 
Chemical Co. 


The method of electropolishing the 
surfaces of articles composed of cop- 
per and copper base alloys, which com- 
prises making the article an anode in 
an aqueous electrolytic bath consisting 
essentially of an alkali metal salt of 
an alyklene polyamine carboxylic acid. 
an inorganic acid in an amount estab- 
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lishing a pH of about 4 in the said 
aqueous solution, and a non-electrolyte, 
and passing an electric current through 
the solution under such conditions of 
current density, solution temperature, 
time and agitation, as to clean and 
polish the said surface electrolytically 
and to cover the polished surface with 
a thin polarizing oxide film layer to 
impart corrosion resistance to the pol- 
ished surface. 


Abrasive Blasting System 


U. S. Patent 2,753,664. July 10, 1956. 
R. R. Garver, assignor to Pangborn 
Corp. 


In an abrasive blasting system in- 
cluding a source of abrasive material 
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under pressure, a blastant nozzle con- 
nected to said source of abrasive ma- 
terial, a fluid-pressure actuated supply 
valve mechanism interposed between 
said source | of abrasive material and 
said nozzle, said valve normally clos. 
ing communication between said 
source of abrasive material and said 
nozzle, a conduit having one end posi- 
tioned said nozzle and hav- 
ing its oppbsite end connected to an 
electrical switch, said electrical switch 
being normally maintained in its open 
position and being adapted to be closed 
by fluid pressure, said switch being 
provided in an electrical circuit for 
operating a pair of solenoid valves, one 
of said soléhoid valves being normally 
open and the other of said solenoid 
valves bein; normally closed when said 
switch is ini its open position, and be- 
ing movabl} to their opposite positions 
when said switch is in its closed posi- 
tion, said silenoid valves being in fluid 
connection with said supply valve to 
maintain al supply valve in its norm- 
ally closed position when said switch is 
open and fp open said supply valve 
when said $witch is closed, a control 
valve positioned adjacent said nozzle 
and adapted, when closed, to effect an 
increase of fluid pressure on said 
switch, méans biasing said control 
valve to its; open position, and manu- 
ally operative means for closing said 
control valve. 


Gé ld Alloy Plating 


U. S. Patent 2,754,258. July 10. 1956. 
S. C. Taor att 22 A. T. Marinaro, and 
L. Packma , assignors to Platers Re- 
| search Corp. 


An elect oplating cyanide bath con- 
taining wa ér, 4 grams per liter of fine 
gold, 15 grams per liter of free potas- 
sium cyan de, 4 grams per liter of 
potassium molybdate, 74% grams per 
liter of pofassium hydroxide. 

An electroplating cyanide bath con- 
taining water, 4 grams per liter of 
fine gold, |30 grams per liter of po- 
tassium catbonate, 15 grams per liter 
of free potassium cyanide, 4 grams per 
liter of urdnium nitrate. 


Porcelain Enameling 


U. S. Patent 2,755,210. July 17, 1956. 
F. G. Sutphen, J. J. Canfield, R. L. 
Myers, J. \E. Sams and R. S. Burns, 


assignoys to Armco Steel Corp. 


A process of increasing the adher- 
ence charafteristics of an iron or mild 
steel stock jor article intended for coat- 
ing with pprcelain enamel, which pro- 
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cess comprises in the order named the 
eps of depositing upon the surface 
of the stock or article a material chosen 
from a class consisting of nickel, co- 
halt, mixtures of the two, and alloys 
rich in nickel, cobalt, or both, subject- 
ing the stock or article to a scale an- 
neal comprising subjecting the stock 
or article to heat in an atmosphere no 
less oxidizing than an atmosphere of 
burned natural gas containing 11% 
combustibles based on dry gas analysis 
and having a dew point of 150°F., in 
a furnace at temperatures of substan- 
tially 1,400° to 2.000°F. for a time of 
substantially 2 to 5 minutes, whereby 
to produce a distinct scale, and then 
acid pickling the article at least to the 
extent of removing the scale from the 
surfaces thereof. 


Sealing Anodized Aluminum 


U.S. Patent 2.755.239. July 17, 1956. 
W. Glauser, Z. Zurich and M. Keller, 
assignors to J. R. Geigy A.-G. 


In a process for sealing the oxide 
coating of anodically oxidized alumi- 
num, the improvement which com- 
prises subjecting the anodically oxi- 
dized aluminum to the action of a hot 
water sealing bath in the presence in 
the bath of a water-soluble formalde- 
hyde condensation product of an aro- 
matic sulphonic acid and of ions se- 
lected from the group consisting of 
nickel and cobalt ions. 


Chromium Plated Aluminum 


U. S. Patent 2,755,242. July 17, 1956. 
F. Keller and W. G. Zelley, assignors 


to Aluminum Co. of America. 


A method of improving the resist- 
ance to corrosion of an aluminum arti- 
cle having a porous chromium electro- 
plate comprising making the article 
anode, at a potential of at least 5 volts, 
in an aqueous solution consisting essen- 
tially of water and up to 1 gram per 
liter of chromic acid, for a period of 
at least 14 of a minute. 


Electroplated Article 


U.S. Patent 2,755,537. July 24, 1956. 
C. F. Smart, assignor to General 
Motors Corp. 


A metallic structure comprising a 
metal base, a first layer of a metal 
selected from the class consisting of 
lead, indium, and an alloy of lead and 
indium, a second layer of an alloy con- 
taining lead and antimony and a third 
layer of antimony, the thickness of the 
first layer being from 0.00001 to 0.0001 
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inch, the thickness of the second layer 
being from 0.0005 to 0.0015 inch and 
the thickness of the third layer being 
from 0.0005 to 0.0015 inch. 


Hot Dip Aluminum 


U. S. Patent 2,755,542. July 24, 1956. 
A. L: Boegehold, assignor to General 
Motors Corp. 


The process of forming a structure 
highly resistant to oxidization at ele- 
vated temperature which consists in 
copper brazing together a plurality of 
ferrous metal parts to provide an as- 
sembly of ferrous metal parts having 
exposed copper brazing material be- 
tween the ferrous metal parts. pre- 
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heating the assembly to a temperature 
at least as high as the melting point of 
aluminum in a salt bath consisting 
substantially as follows: 

37 to 57% KCl 

25 to 45% NaCl 

8 to 20% 
0.5 to 12% AIF: 


said fused salt being activated to alum- 
inum in contact therewith, and then 
immersing the heated assembly in a 
molten aluminum bath for a short time 
to obtain an aluminum coating joined 
both to the ferrous metal and exposed 
copper brazing material of the brazed 
assembly by an alloy bond having a 
thickness of about .0002 to .0005”. 
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BSTRACTS 


Reaction Mechanism of Non- 
Electrolytic Nickel Plate 


kK. M. Gorbunowa and A. A. Niki- 
forowa: Shurnal Fisitscheskoi Chimii 
(Journal Physical Chemistry—Russia ) . 
Vol. 28, No. 5, p. 897. 

The most important step of this pro- 
cess is the reaction: 


NaH.PO.+ H.0— NaH.PO;+ 2H 


which is catalyzed by nickel and pal- 
ladium. The atomic hydrogen which 
is formed partly reduces nickel ions to 
nickel, partly hypophosphite to phos- 
phorus, the rest escaping after com- 
bination to molecular hydrogen. The 
net result is that the nickel yield, in 
all the tests conducted, did not exceed 
38.6, with ratio to the reacted hypo- 
phosphite. A reduction of cobalt salts, 
similar to the nickel reaction, is only 
possible in alkaline solutions. 


Electropolishing of Aluminum 


M. G. Gupta and G. Joshi: Journ. 
Proc. Inst. Chemists (India). Vol. 26, 


p. 37. 

A series of baths was developed for 
the electropolishing of aluminum 
sheet, the composition of the metal 
being 0.28Si, 0.42Cu and 0.40 Mn. 
The best polishing results were obtain- 
ed with the following bath: 


HsPO,(1.74) cc. 


C,H,OH 
H.0 
‘Temperature 40 - 50°C. 


Current density. 4.5 amp./sq. dm. 
Velage 14-38 volts 
about 15 minutes. 


The reflectivity achieved on the 
aluminum was 81.6 as compared 
with 68.5°¢ obtained on the same ma- 
terial with mechanical polishing. 


Control of Chromium Baths 


M. Straschill: Metallwarenindustrie 
und Galvanotechnik. Vol. 45, No. 2, 
p. 6l. 


For the operational control of 
chromium baths, the author variously 
deals with the chromic acid content, 
and trivalent chromium. Details of the 
analyses, preparation of the test solu- 
tions, and methods of conducting the 
tests are given. An indication of the 
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presence of considerable amounts of 
trivalent chromium in the bath will 
be given by a difference between the 
chromic acid which should be present 
by addition and that found by analysis. 
Trivalent chromium content is deter- 
mined by oxidation and ascertaining 
the chromic acid formed. The chromic 
acid already in the bath is co-titrated 
with this determination. Deduction of 
the amount of the bath chromic acid, 
will give the required figure for the 
trivalent content. 


Cyanide Copper Baths 


W. Briese: Metallwarenindustrie und 


Galvanotechnik. Vol. 45, No. 2, p. 65. 


The author considers the various 
cyanide copper plating baths, includ- 
ing the high speed baths, mainly from 
the practical aspect, discussing the 
working conditions and the best man- 
ner of operation to secure trouble-free 
results. The high-speed Rochelle salt 
baths do not need a brightening agent 
and, when correctly operated, nickel 
can be plated directly on the copper. 
These baths are fairly easy to main- 
tain at constant composition. The so- 
dium cyanide make-up is also low. 
Thus, for example. with a barrel cop- 
per bath for zinc die castings, it was 
found that, for each 1,000 liters, it 
was only necessary to add daily 1-2 
g./l. sodium cyanide. Very smooth and 
fine-grained deposits are obtained from 
the Rochelle salt baths. 


It has not been found possible to 
obtain true bright deposits of copper 
from any of the baths, but only semi- 
bright; this, however, is adequate for 
a direct application of bright nickel 
without polishing. In the normal, cold 
cyanide baths as well as with the hot 
Rochelle salt baths of the high speed 
type, iron, zine, and zine die castings 
can be coppered without pretreatment 
after a good cleaning. Zinc parts. after 
cleaning and rinsing, should be activa- 
ted in a 20-307 sodium cyanide solu- 
tion at a temperature higher than the 
following copper bath, then coppered 
without rinsing. Iron can also be acti- 
vated in this way. ' 

The anode surface of cyanide copper 
baths should be kept as large as pos- 
sible to prevent passivation of the an- 
odes. With warm and hot copper baths. 
the free cyanide content should be 
controlled daily. The free sodium cy- 
anide determines the working char- 
acteristics of the bath to a large extent. 
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{ 
Theory of Hydrogen Ton 
Concentration 


A. Ebert: Ciba Rundschau (Switz. 
erland). Ng. 122, p. 4524. 


A historjcal survey is given of the 
development’ of hydrogen ion defini- 
tion. The work of Faraday, Hittorf. 
Kohlrausch, van Hofft. Arrhenius. 
Ostwald, Seen and Fernbach, are 
discussed. | 


Laws Simin the Change in 
Cathode’ Polarization During 
Deposition of Metals Under 
the Influence of Surface 
Active Additions 


J. J. Matulis: /stwestija Chimitsches- 
kich Nauk (Russia). No. 4, p. 577 
(1954). 


The author developed a compensa- 
tion-oscillographic process for the 
measurement of dimensions and velo- 
cities of changes of the cathode polar- 
ization with whose aid there was in- 
vestigated the influence of additions of 
simple mono- and dicarboxylic acids 
as well as primary alcohols on_ the 
cathode polarization in the electrode- 
position of copper, silver, zinc, and 
nickel from electrolytes with current 
densities of 1-10 ma./sq. cm. 


With copper, it was found that the 
cathode polarization grows in each 
case; the curve formed resembles an 
adsorption therm and the polarization 
changes, which are caused by homo- 
logic additions, obey the Traube law. 
The same law-conformity is attained 
with silver cathodes by acids, with 
zinc cathodes by alcohols, apart from 
ethyl and methyl alcohol: with nickel 
cathodes the results are influenced by 
hydrogen generation. Numerous curves 
and diagrams of the test data are given 
in the text. 


Theory of the Possibility of Fine- 
Grained Deposition with 
Electrolytes of Complex 

Copper Salts 


A. W. Ismailow and S. W. Gorbat- 
schew: Shurnal Fisistscheskoi Chimi: 
(Russia). Vol. 28, No. 9, p. 1529. 


The nature of copper deposition 
from complex solutions was determined 
through the polarization. There can 
occur both chemical as also concentra- 
tion polarization. With chemical polar- 
ization, the fineness of the deposited 
metal increases still further with in- 
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rease in the concentration; in addi- 
ion, the nature of the polarization 
hanges and the concentration polar- 
zation becomes the dominating influ- 
ence. With this, the effect of the fine- 
erained deposition decreases so that 
there is an optimum concentration of 
the complex former. 


Both types of polarization differ 
from one another also in the tempera- 
ture dependency. Further, there is dis- 
cussed the relationship between activa- 
tion energy and fine-grained deposi- 
tion. 


Insulation (Masking-Off) 
in Plating Baths 


W. I. Minenko. Awtomobilnaja 1 
Traktornaja Promyschlennost (Rus- 
sia). No, 10, p. 29 (1954). 


The author discusses a process de- 
veloped for the insulation and masking- 
off of articles in plating baths. The 
insulating compound used consists of 
a mixture of dibutyl phthalate, lead or 
zinc stearate, Igelite and a_ filming 


agent. The author gives a full descrip- 
tion of the procedure for preparation 
of this insulating body. as well as the 
application of the insulating substance 
to the articles. 

After plating, the insulating mass 
used for masking can be removed by 
means of gas burners. whereby the 
mass burns away and the metal sur- 
face is left. 


Influence of Foreign Ions on 
Copper Deposition Potential 


W. W. Michailow: Shurnal Fisit- 
scheskoi Chimmi (Russia). Vol. 28. 
No. 6, p. 1067. 


The copper deposition potential is 
influenced by foreign ions. This action 
is confined to cations. Some ions, such 
as potassium and magnesium, push the 
potential towards the positive side; 
others, for example lithium, sodium, 
and beryllium, towards the negative. 
Two possibilities are discussed for an 
explanation of this. First, the foreign 
ions adsorbed on the cathode facilitate 
or retard the discharge of the copper 


ions; on the other hand, there can be 
assumed a fluctuating action between 
the copper ions which are already 
present at the cathode surface, with 
the foreign ions of the solution. 


Surface Quality of Brass Sheet 
and Strip 
F. Deutz: Zeitschift Metallkunde. 
Vol. 46, No. 4, p- 254. 


European practice for the attain- 
ment of a clean surface for brass sheet 
and strip is discussed including the 
methods for the removal of casting 
and rolling skin, continuous annealing, 
cleaning, pickling and washing as well 
as annealing in a protective atmosphere 
in continuous furnaces. 


Theory of the Formation of an 
Anodic Coating on Aluminum 
I. W. Krotow: Shurnal Fisitscheskoi 
Chimti (Russia). Vol. 28, No. 9, p. 
1550. 


Aluminum was anodically oxidized 
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in a sulfuric acid solution. Only 
AIOOH and Al(OH); were established 
in the oxide coating. Possibilities for 
the reaction mechanism are discussed, 
by which not only electrochemical but 
colloidal - electrochemical processes 
should play a role. « 


Bright Copper Plating Baths 


E. Lutter: Metallwaren Industrie 
und Galvanotechnik. Vol. 47, No. 1. 
p. 2. 


After a survey of the development 
of copper baths and the high speed 
copper bath, the author considers 
bright copper plating electrolytes. The 
characteristics of a modern bright cop- 
per bath are a high metal content, a 
low free cyanide content, addition of 
hydroxides and thiocyanates, organic 
brighteners, with emulsifiers and wet- 
ting agents. The high metal concentra- 
tion allows the application of high 
current densities and the relatively low 
cyanide content increases the current 
efficiency, reduces the hydrogen evolu- 
tion, and gives softer deposits. The 


addition of hydroxides is necessary to 
improve the conductivity of the elec- 
trolyte and to retard the decomposition 
of the cyanide. A feature of the bath 
is that, in spite of the high temperature, 
the carbonate formation is low. Bright 
copper baths have now been working 
for several years at maximum loading 
on a 2-3 shift schedule without con- 
siderable carbonate enrichment being 
encountered. The thiocyanate acts as a 
secondary brightening agent. !t is very 
important to clean the ware thorough- 
lv; if any grease passes into the plat- 
ing bath, the wetting agents and emuls- 
ifiers will assume the function of de- 
greasing agents and bath disturbance 
will result. 

Consideration of the wetting agents 
in a bright copper bath is necessary. 
Jonic and non-ionic emulsifiers are 
used: the former have a considerably 
better emulsifying and peptizing effect. 
and do not foam. The latter show a 
higher wetting action and foam 
strongly. The non-ionic wetters can be 
water-or oil-soluble, the former being 
used for this purpose. If the surfactant 
becomes depleted because of imper- 


fectly cleaned ware being passed int: 
the plating bath, it can be made up by 
fresh addition, but this process has 
definite limits, because the oil-contain. 
ing emulsion formed will commence to 
spot the ware. The trouble develops 
slowly. unlike the bright nickel bath 
where it appears suddenly. It will start 
first in recessed areas and in the inte- 
rior of parts, and is easily missed at 
the beginning. 

The free cyanide content of the bath 
must also be watched carefully. If too 
little free cyanide is present, bath 
troubles will follow, such as rough, 
dark, and dull plate. Continuous con- 
trol of the free cyanide content is ne- 
cessary while brighteners and wetting 
agents need only be added at longer 
intervals. 


The Lancy Process for Plating 
Waste Waters 


W. Peters: Metallwaren - Industrie 
und Galvanotechnik. Vol. 47, No. 1, 
p. 12. 


The Lancy process for dealing with 
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-yanide-containing waste waters from 
lating bath wastes is described in de- 
‘ail, with diagrams of the plant lay- 
outs employed for handling and dis- 
posing of the waste liquors. Sodium 
hypochlorite solutions are used as the 
chlorinating agent to react the cyanide 
to carbon dioxide and nitrogen; anti- 
foaming agents are added to increase 
its activity. A relatively high chlorine 
excess is used, so that it can be esti- 
mated that the waste cyanide is com- 
pletely reacted and rendered non-toxic 
within 2-4 hours. 


The factors required for the plan- 
ning of a satisfactory-operating cyan- 
ide waste disposal layout are: 


1. The volume of the detoxifying 
solution must be adequately calculated : 


2. The circulating speed of the solu- 
tion must guarantee that, even with 
a sudden-onfall of greater amounts of 
ware being handled, there is always 
active solution in the detoxifying tank. 


3. The containers must be so con- 
structed that, in the detoxifying tank, 
the total volume is circulated and, in 


"Schaffner Bros. make 
things shine” (LIME) 


Bob — Paul — Gus * 


addition, in the reserve tank an inti- 
mate admixture results with the detoxi- 
fying medium. 


4. All the seepage points for the 
bath dragouts must be so arranged 
that these liquors can be passed in a 
suitable manner to the handling solu- 
tion. Special measures are neeedd for 
barrel plating. 


pH Measurement in Plating 
Baths 


Metallwaren‘ndustrie und Galvano- 


technik. Vol. 47, No. 1. p. 33. 


After discussing the theoretical as- 
pects of hydrogen ion concentration in 
plating and its importance to the plat- 
ing process, the author discusses means 
for measuring the pH and controlling 
it to the desired figure. In many plat- 
ing baths, if the hydrogen ion concen- 
tration is allowed to rise too high ex- 
cessive generation of hydrogen occurs, 
which can lead to pitting troubles, oc- 
clusions in the deposit leading to em- 
brittlement and stress. hard deposits, 


give more 
mileage... 


and disturbance of the bath character- 
istics such as throwing power, smooth 
deposition, etc. On the other hand, if 
the pH is allowed to rise too high, 
trouble can arise through disturbance 
of the cathode film and formation of 
hydroxide in this film which becomes 
co-precipitated in the deposit. Nickel 
baths are very sensitive to pH in this 
respect and the best operating value 
is 5.5-6.0. With high current densities 
and non-agitated baths, the value will 
be at the lower limit; bath agitation 
will push it to the right. Within this 
pH range the nickel deposit will be 
compact, adherent and a gray-white 
color. At a pH of 4.5 the nickel will be 
brittle, nodular, and flaky. 


In practice, to maintain the pH con- 
stant, buffering agents are used as an 
aid. All the organic acids, such as 
citric acid, are of this nature, as is 
boric acid. The ‘present-day pH meas- 
uring equipment which is available, 
permits even relatively unskilled per- 
sonnel to ascertain and control the pH 
of the plating bath in continuous oper- 
ation. 


BUFFS 


* EMERY CAKE * 
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Film Gauge 


Boonton Radio Corp., Dept. MF, 
Boonton, N. J. 


The above firm announces a new 
film gauge, Type 255-A, an electronic 
instrument for measuring quickly and 
precisely the plating and film thickness 
on metals. 

The instrument features, for exam- 
ple, interesting applications in measur- 
ing the protective coating thickness of 
anodic films on anodized aluminum, 
magnesium, and other non-magnetic 
basis metals — including such insula- 
ting films as organic paints, porcelain, 
enamel, and other. non-conductive coat- 
ings, according to the manufacturer. 


The new instrument also aids in sort- 
ing metals in accordance with their 
electrical conductivity and in matching 
metals in accordance with their mag- 
netic properties. 

The gauge is also said to be useful 
for making these different types of 
measurements: for measuring the film 
thickness of non-magnetic platings 
such as silver, gold, cadmium, chro- 
mium, rhodium. ete., on such non-mag- 
netic basis metals as copper, brass, 
aluminum, etc.; and for measuring 
the thickness of conductive. non-mag- 
netic materials such as copper on in- 
sulating basis materials such as glass, 
phenolic sheet material, ceramic. ete. 
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Recent Developments 
NEW METHODS, MATERIALS AND EQUIPMENT 
FOR THE METAL FINISHING INDUSTRIES 


Recirculating Unit for Cooling 
Plating and Anodizing Baths 


Mayer Refrigerating Engineers, Inc.. 


Dept. MF, Lincoln Park 5, N. J. 


Designed and engineer for the plat- 
ing and anodizing industry, a refrig- 
eration and recirculation unit has been 
introduced by the above manufacturers 
of process cooling equipment. 

“Chil-er” refrigeration and recircu- 
lating units eliminate excessive process 
heat by either of two procedures. These 
are: 

1. By circulating cold water through 
lead pipes which are immersed in 
the acid bath. 

2. By supplying cold water to spe- 
cial heat exchangers through which 
the acid is circulated. 

These units also automatically regu- 


late process solutions to within 2°F. 
for plating operations such as_ the 
Martin “Hardcoat” process, where 
close temperature control must be 
maintained, 

Supplied complete and ready for 
operation, the units need only electrical 
connections and piping to-the process 
tank coils or to the special heat ex- 
changers. They are available in 22 
models to 150 ton capacity. 
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Electric Immersion Heaters 


The Glo-Quartz Electric Heater Co., 
Inc., Dept. MF, Willoughby, Ohio. 


The above manufacturer with four 
basic types of immersion heaters now 
covers every requirement in the im- 
mersion heating field. 


The new “U” type, patent pending. 
with translucent fused quartz unit, has 
been designed to solve the very difli- 
cult problems that go with the heating 
of electroplating and pickling solutions. 
The resistance heating element is 
mounted within the “U” tube, and the 
coil is firmly supported with special 
heat-conducting powder, and is herm- 
etically sealed. A rugged, shock-absorb- 
ing, “Diamond” type, plastisol—coated 
heater guard provides maximum pro- 
tection for the tube, with minimum ob- 
struction of heat flow. The tube unit 
is guaranteed for one year, and is re- 
placeable. Shock-proof, thermally and 
mechanically, it heats instantly. More 
wattage is obtainable than with con- 
ventional straight-tube heaters, it is 
claimed. 

The patented “GN” type translucent 
fused quartz, straight-tube heater, like 
the “U” type, is for acid solution 
applications. It also has the plastisol- 
coated, shock-absorbing, “Diamond” 
heater guard, vapor-proof junction 
box, and replaceable heating element. 
It is available in a wide range of sizes 
and wattages, and in lengths up to 9 
feet: it can be used in solutions up to 
200°F., and in very deep tanks. 

The “MB” or Multi-Blade type is 


designed for alkaline, water, or oil 
solution application. The blades are 
metal-sheathed in copper, for uncon- 
taminated water solutions: in stainless 
steel, for contaminated water solutions. 
high pH cyanide plating baths, reverse 
current alkaline electro-cleaners, and 
high pH alkaline solutions: in steel, 
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LEA 


SATIN FINISH 


“The Finish of Quality” 


®@ Satin Finished Articles have that quality look and retain this appearance for a 
long time because the finish is not easily marred. 


@ The economy of the Satin effect is well known. The Satin Finish blends with and 
eliminates the effect of underlying metal imperfections. As a result one or 
more finishing operations become unnecessary, thereby cutting production costs. 


® Satin Finished products are finding more and more consumer acceptance everyday. 


Here are some case histories showing 
how the Lea Method of Satin Finishing has 
helped cut production costs. 


Material — Aluminum. 

Article — Furniture trim. 

Method of Forming — Punching and stamp- 
ing. 

Final Finish — Satin. 


— 


Lea Method: 

1. 120 set-up wheel. 

2. Lea Compound Grade ''L" or ''C'' on 
10” diameter loose muslin buff at 
1500 r.p.m. 

3. Anodize. 
Remarks — 
Previously this work had been done by 
the use of Tripoli buffing after the polish- 
ing wheel operation, resulting in some pol- 
ishing marks remaining. This step involved 
excessive cleaning which was entirely 
eliminated by the Lea Method. 


Material — Brass. 

Article — Heavy Door Pulls. 

Method of Forming — Casting & machining. 

Final Finish — Satin finish. 

Lea Method: 

1. 100 set-up wheel (canvas). 

2. 120 set-up wheel (felt). 

3. Grade ‘'B’’ Lea Compound on a 10” 
diameter muslin buff with radial sew- 
ing at 1800 r.p.m. 

4. Lacquering. 
Remarks — 
The Lea Compound step was done in 
the same direction as the last polishing 
wheel operation so that there was no 
crossing of lines. The finish desired was 
produced with a minimum number of 
wheel operations and all cleaning 
eliminated. 


Material — Steel. 

Article — Escutcheon plates, door plates, 

etc. 

Method of Forming — Stamped. 

Final Finish — Special satin brass plate. 

Lea Method: 

1. Brass plate. 

2. Lea Compound Grade ‘‘R"' on a 10” 
loose buff at 1500 r.p.m. 

3. Lacquering. 

Remarks — 

In substituting for wet scratch brushing, 

the Lea Method eliminates all cleaning and 

drying and the nuisance of water stains 

on the brass surface. 


Are you interested in Plating Specialties? SEE THE OTHER SIDE OF THIS INSERT. > 
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Material — Silverplate. 

Article — Tableware. 

Method of Forming—Forging (nickel silver). 

Final Finish — Butler Finish.* 

Lea Method: 

1. Silver plate. 

2. Lea Compound Grade or 
““MH" on 6” brass wire wheel at 800 
r.p.m. 

Remarks — 

Fine grades of Lea Compound on a brass 

wire wheel produced the bright line finish 

required without the aid of a prior color 
buffing operation common to the old wet 
scratch brushing procedure. 

*Butler Finish — A fine delicate satin finish with 

some brilliance. 


THE LEA MANUFACTURING CO. 
16 CHERRY AVE., WATERBURY 20, CONN. 
Lea-Michigan, Inc. 
14066 Stansbury Ave., Detroit 27, Mich. 
Lea Mfg. Company of Canada, Ltd. 
1236 Birchmount Road Scarborough 
Ontario, Canada 


Lea Mfg. Company of England, Ltd. 
Buxton, England 


Lea-Ronal, Inc. 
Main Office and Laboratory 
139-20 109th Ave., Jamaica 35, N. Y. 


Manufacturing Plant 
237 East Aurora St., Waterbury 20, Conn. 


The Hallmark of 
Quality Products 
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as you like vt 


24 karat 


Since the operations of its first 
commercially proved decorative 
gold process in 1949, Lea-Ronal has 
continually been striving to give 

the plater gold processes that 

meet his requirements. As the result 
of constant research and 

experience, we can offer platers 
proved processes with the 

following outstanding values: 


Bright 24 karat or bright low karat alloy 
(16-20K) directly from the bath. 


Economy of operation . . . the Lea-Ronal bath 
contains only half the amount of gold found 
in the least concentrated conventional bright 
baths ... hence, gold investment is reduced 
... drag-out loss is correspondingly low. 


Simple operations and control — both proc- 
esses operate at room temperature without 
special current manipulation cycles. 


If your requirements call for 24 karat gold deposits, investigate the Led-Ronal Bright 
Gold MS; if alloyed colored deposits, it would be Lea-Ronal Bright Gold MSA. 


Why not get full details of either or both? Most existing solutions can be converted. 
We would appreciate it if when writing, you would outline your operations and detail 


your problem. 


Main Office and Laboratory: 


139-20 109th Avenue, Jamaica 35, N. Y. 


low karat alloy 


Outstanding wear resistance; a well-known 
manufacturer conducting a series of con- 
trolled wear-tests reports that the resistance 
of a 0.000050 inch deposit of Lea-Ronal MS 
was equal to that of a 0.0002 inch deposit 
from a conventional deposit. 


Alloy deposits that are bright with excellent 
hardness and that can be made to approach 
rolled gold plate in color. 


serving the Finishing Field 


Lea-Ronal, Inc., Jamaica, N. Y. 
Lea-Michigan, Inc., Detroit 
The Lea Mfg. Co., Waterbury, Conn. 
Lea Mfg. Co., of Canada, Ltd. 
Lea Mfg. Co., of England, Ltd. 


Plating Polishing 


Manufacturing Plant: 
237 East Aurora Street, Waterbury 20, Conn. 


ing and Burring Specialties? SEE THE OTHER SIDE OF THIS INSERT. 
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for low pH alkaline or cyanide plating 
baths, or oil solutions. There is maxi- 
mum protection against burn-out, be- 
cause each blade is individually wired 
with several parallel resistance  ele- 
ments. These units are portable, and 
easy to mount to the side of the tank. 

The “IG” 


type immersion heater is designed for 


or Imprevious Graphite 


hydrofluoric acid solution application, 
copper fluoborate plating baths, and 
in acid solutions containing hydroflu- 
oric and concentrated phosphoric acid 
solutions. A heavy walled tube encases 
a resistor element that is firmly em- 
bedded in a special compourd that pre- 
vents stray currents and is conducive 
to efficient heat transfer. A  vapor- 
proof junction box is mounted perma- 
nently onto the tube. 


For laboratory use, there are two 
types—the LHP “pencil” type translu- 
cent fused quartz unit for acids: and 


the LB or metal-sheathed. 


Further information may be obtain- 
ed from the above manufacturer. 
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Fume Ducts and Hoods 


The Ceilcote Co., Inc., Dept. MF, 
4844 Ridge Road, Cleveland 9, O. 


Fabricated of a thermo-setting plas- 
tic material which is combined with 
glass or other synthetic fibers, the new 
Duracor ducts and hoods can be pro- 
duced to virtually any required shape. 
The combination of chemical resist- 
ance, lightweight, strength, easy work- 
ability, design, flexibility and attrac- 
tive appearance make it an ideal mate- 
rial for the construction of plating. 
pickling and chemical fume ducts. 


Physical properties of the materials 
range from 11,000 to 15,000 pounds 
per square inch for tensile strength, 
and flexural strength ranges from 22.- 


with the PARAMOUNT 
“Finishing Touch”’ 


“To achieve a fine finish on beautiful sterling silver 
flatware, you start with a smooth, uniform surface,” 
says Gorham Mfg. Co., leading silver—and goldsmiths. 
“To eliminate major defects in the metal before final 
finishing, we’ve found that the most efficient method 
is to use Paramount Felt Bobs with a mixture of fine 
pumice and oil. Paramount felt wheels and bobs are 
ideal for polishing flatware and holloware. Easily 
formed and having an affinity for pumice and oil, they 
produce a better surface than any other buff.” 


000 to 30,000 per square inch depend- 
ing upon desired material thickness. 
Fabricated tank hoods can be produced 
to any desired shape. and fume ducts 
leading from these tanks can be formed 
to handle virtually any volume of cor- 
rosive gases at any desired pressure. 
Because of light weight and easy hand- 
ling. only a minimum of time is re- 
quired for installation. Overhead duct- 
ing can be supported simply and easily 
because of the low weight factor. 
62/Circle on Readers’ Service Card 
Electronic Thickness Tester 
Kocour Company, Dept. MF, 4800 
S. St. Louis Ave., Chicago 32, Ill. 
The new Model 955 Electronic Thick- 
thick- 


ness of plating and other metallic coat- 


ness Tester determines the 
ings deposited over various metals and 
with an 
accuracy of 90-95°7. Operation is very 
simple and virtually automatic. Read- 
ings are direct. 

A multiple position switch indicates 
the plating to be tested. The thickness 
of decorative and heavy chromium, 
silver, tin, cadmium, zinc, copper, 
brass, nickel, lead, lead-tin. and tin- 
zinc alloy can be determined on steel, 


non-metallic base materials 


For fine, basic finishes, quality manufacturers depend 
on Paramount Wheels and Bobs. Join the leaders — 
specify Paramount. Call your supply house today! 
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SPEARHEADS 
OF THE 


Here and abroad, leading chemical and 


aluminum producers, as well as manufacturers 
of rectifier equipment, are swinging to 
Internationa! Rectifier Corporation germanium 
junctions. Why? High efficiency 

(un to 97%)... smaller unit size... 
and increased reliability! 
These revolutionary 
junctions are in the better 
power rectifier units of today. 
Are they in yours? 


Write for complete 
infurmation and engineering 
data on this new concept 


im power rectifier junctions, 


IN CANADA: ATLAS RADIO CORP... LTD. WINGOLD AVE. W., TORONTO, 
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GERMANIUM 
JUNCTION, rated at 
670 amperes, 26 to 66 wolts. 
Housed in high-conductivity 
copper, cast around a steal coll. 
Water, oi! or other accepted 
coolants may be used. 
Approximately 344 "x4" x44". 


‘GERMANIUM JUNCTION 

rated at 333 amperes, 
26 to 66 voits ... one of a new 
series featuring cast aluminum 
housing — an exclusive design 
by International which provides 
extremely high resistance 
to corrosive atmospheres. 
500 ampere unit available... 


slightly larger size. 


~COOLED 
ANIUM JUNCTION 


150 armiperes, 66 voits, 
half-wave. Thousands of these 
highly efficient (up to 97%) units, 
featuring this exclusive 
thermodynamic design, are 
serving American industry today. 


R OR 


EXECUTIVE OFFICES: EL SEGUNDO, CALIFORNIA - PHONE OREGON 8-6281 


€. 7OTH ST... TRAFALGAR CHICAGO: 205 W. WACKER OR. FRANKLIN 2-3888 


copper, brass, aluminum and_ other 
metals, and on non-metallic materials 
such as ceramics and plastics. 

A new calibration feature in con- 
junction with thickness standards en- 
sures “long term accuracy.” Not only 
can the accuracy of the instrument be 
checked at any time, but a calibration 
adjustment will automatically correct 
high or low readings. 

A constant pressure device which 
automatically maintains a uniform 
pressure between test cell and specimen 
is one of the new features. This elimi- 
nates previous reliance on operators 
judgment. 
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Titanium Descaling Process 

Turco Products, Inc., Dept. MF, 
6135 S. Central Ave., Los Angeles 1, 
Cal. 


A process that efficiently descales 
titanium and its alloys without ad- 
versely affecting the physical and 
chemical properties of the metal re- 
quires only two immersion steps (one 
for scale conditioning and one for 
scale removing) and two rinsing steps, 
following the heat forming or heat 
treating operation. 

The titanium descaling process elimi- 
nates the disadvantages of descaling 
titanium by sand blasting, vapor blast- 
ing or by immersion in molten salt 
baths. It requires only relatively low 
temperatures (270-280°F. as compared 
with 800-900°F.), results in low metal 
loss (0.0001” to 0.0003” per side), 
and is suitably inhibited to avoid hy- 
drogen pickup and the resultant hydro- 
gen embrittlement (+ 4 ppm. or 
0.0004°% hydrogen per cycle). In addi- 
tion, the process gives one hundred 
per cent chemical cleanliness without 
warping thin gauge material, without 
causing salt entrapment in faying 
edges, without creating fire hazards 
and without adversely altering the 
physical characteristics or surface 
smedthness of heat treatable alloys. 
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FEDERATED products: 


Aluminum, Babbitts, Brass, Die Casting Metals, Fluxes, Lead and Lead 
Products, Magnesium, Plating Materials, Saiders, Type Metals, Zinc Dust 
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Brighter Plating 
at lower cost! 


Competitive testing at ASARCO’s Central Research Laboratory 
has proved that Federated Plating Brighteners will do a better 
job at lower cost. 


CADMAMX for cyanide cadmium plating, is compatible 
with all organic brighteners, comes with an adjuster solu- 
tion to give you brilliant results, even from a new bath. 
No break-in is required. 


ZIMAX in powder or liquid form, is most economical 
to use. It is applicable to every type of zinc plating opera- 
tion, and is compatible with most other zinc brighteners. 


NIMAX is a highly concentrated nickel brightener for 
use in barrel nickel plating. Five cents worth is enough 
for approximately 50 pounds of work. The deposit is 
ductile and extremely corrosion-resistant. 


Send us a sample of your plating bath. Then follow the simple 
instructions that we give you. You'll get better results, at lower cost! 


Division of 


AMERICAN SMELTING AND REFINING COMPANY 
120 Broadway « New York 5, N.Y. 
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Chromium Plating Filter Pump 


Sethco Mfg. Co., Dept. MF, 70-78 
Willoughby St., Brooklyn 1, N. Y. 


An addition to the above manufac- 
turer's VPHI series of self priming fil- 
ter pumps for chromium plating solu- 
tions is Model VPHI-20 rated at 200- 
300 gallons per hour filtering capacity. 
It can also be employed for all com- 
mon acid and alkaline electroplating 
and industrial solutions. 

All-plastic construction, it is com- 
pletely corrosion resistant, no metal 
wetted parts, and has a self priming 
leak-proof pump. 

Particles down to 1 micron in size 
may be removed from solution, and 
the chamber can be back washed with 
reversal switch for longer cartridge 


life. 


The unit consists of the following 
components: 

Filter Chamber:—Rigid polyvinyl 
chloride with vinyl coated center rod 
and vinyl and Teflon gaskets. Chamber 
contains two No. 10 Dynel filter tubes. 
Steel outer casing is used to give added 
support for rigid P.V.C. shell. 

Pump: — Polyethylene pump body 
with Hypalon impeller. 

Motor:—1, H.P., 110 volt, 60 cycle, 
single phase, totally enclosed, ball bear- 
ing, capacitor type. Equipped with 3 
wire grounding cord, feed-through 
switch and molded rubber grounding 
plug and adapter for 2 wire outlet. 

Hose :—20 feet of vinyl hose. P.V.C. 
strainer provided for inlet hose. 

Panel:—All equipment is mounted 
on phenolic linen surfaced panel 16” 
x 18” x \%” thick, which is equipped 
with ball bearing rubber tire casters. 
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give 


MULTIPLE CALENDERED 


they 


Manhattan Rubber Linings give you 
the kind of cost-saving protection you 
need in metal plating and pickling 
operations. They are made from 
multiple calendered sheets of rubber, 
bonded so securely mechanical pull 
tests prove they can’t be separated! 
This means you get lasting protection 
against corrosion of your equipment 
or contamination of solutions used in 
processing .. . positive protection from 
the dangers of stray currents in 
plating operations. It’s the kind of 
permanent protection that has kept 


RUBBER LINING PLANTS AT PASSAIC, 


MANHATTAN RUBBER LININGS 


Photo courtesy: Hanson-Van Winkle-Munning Co. 


PERMANENT PROTECTION... 
... Against Corrosion, Contamination, Abrasion 


MANHATTAN RUBBER DIVISION — 


RAYBESTOS-MANHATTAN, INC. 


Manufacturers of Mechanica! Rubber Products ¢ Rubber Covered Equipment ¢ Radiator Hose 
Fan Belts ¢ Brake Linings & Blocks ¢ Clutch Facings ¢ Packings ¢ Asbestos Textiles 
Engineered Plastic, and Sintered Metal Products ¢ Abrasive & Diamond Wheels ¢ Bowling Balls 
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you “More Use per Dollar” 
INSEPARABLE BOND 


many Manhattan Rubber Lined 
plating tanks in continuous use for 
over 30 years! 


Any equipment that can be shipped 
can be lined by Manhattan. Every tank 
lined by Manhattan is tested under 
high voltage to detect any possible 
imperfections before it is shipped back 
to your plant. 
For perfect, bonded protection of your 
costly equipment .. . permanent pro- 
tection against corrosion, contamina- 
tion and abrasion ... consult the R/M 
rubber lining plant nearest you. 

RM 623 


N.J. * NORTH CHARLESTON, S.C. 
PASSAIC, NEW JERSEY 


Degreasing Solvent 


Octagon Process, Inc., Dept. MF, 
23 Bank St., Staten Island 1, N. Y. 


Klearall 95 Cold Degreasing Solvent 
is now being supplied, based on a new 
improved formulation. The new sol- 
vent is now being supplied, based on 
a new improved formulation. The new 
solvent gives accelerated degreasing 
action, increased recovery rate and ex- 
ceptional stability. The toxicity rating 
has been raised from 350 ppm to 375 
ppm for greater personnel safety. 

The solvent can be used in convey- 
orized cold degreasing operations or 
in single dip tanks, It requires no water 
or solvent rinse. It leaves no oily resi- 
due on finished work. Drying time is 
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fast—almost as fast as trichlorethylene. 
The product is non-corrosive to all 
metals and is non-explosive. It can be 
safely used in mild steel tanks, at room 
temperature and in any adequately 
ventilated enclosed area. It is available 
from stock, in standard 54-gallon and 
5-gallon drums and in 1-gallon case 
lots. 
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Ultrasonic Cell for Large Tanks 


The General Ultrasonics Co., Dept. 
MF, Hartford, Conn. 


An all-welded stainless steel ultra- 
sonic immersion transducer provides 
52 square inches of radiating area for 
tanks and vats of unlimited volume. 


METAL FINISHING, 


It is claimed that this is the largest 
immersion transducer now available. 

A new method of coupling and re- 
inforcing the crystal transducers 
through solid metal matching elements 
results in nearly 90% conversion of 
energy and exceptional ruggedness and 
long life. The use of seam welding con- 
struction, rather than solder, elimi- 
nates the former hazards of chemical 
and cavitation erosion, and it is claim- 
ed that the new D-52 Sonicell will work 
24 hours a day efficiently and indefi- 
nitely in all known solvents. 

Double units will operate with a 
single Model 700 generator. Groups or 
arrays of the cells are powered with 
motor-alternator power sources. The 
cells operate at 20,000 cycles per sec- 
ond. This frequency has proved to be 
most effective for cleaning, pickling, 
and plating processes and is well above 
the audible range. 
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Finned Tubular and Strip 
Heaters 


General Electric Co., Dept. MF, 
Schenectady 5, N. Y. 


All finned tubular heaters produced 
by the above manufacturer on a stand- 
ard basis will now have a diameter of 
0.496 inch, according to an announce- 
ment by the company’s Industrial 
Heating Department. At the same time, 
the company announced catalog rat- 
ings up to 10,000 watts for each heater 
type and the addition of the configura- 
tion “W” to the standard shapes avail- 
able. All heaters are available with the 
recently developed ceramic - to - metal 
hermetic seal. 

The new standard diameter for fin- 
ned tubular heaters does not affect in- 
terchangeability with the previous di- 
ameter size of 0.540 inch. All heaters 
will be rated at 240 volts to conform 
to new NEMA standards. 

All strip heaters formerly manufac- 
tured with plain steel sheaths will now 
be sheathed in aluminized steel at no 
increase in price. Aluminized steel will 
extend temperature limitations by 250 
degrees, from 750 F. to 1,000F., elim- 
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nating the need for more expensive 
-heath materials for applications which 
require sheath temperatures up to 
In addition, aluminized steel 
‘s highly resistant to corrosion, so 
that it can be kept in stock for ex- 
‘ended periods without rust. For appli- 
cations requiring sheath temperatures 


the best 
in the 
business... 


to 1,200F., heaters with chromicized | 
sheath material at slightly higher cost | 
are available. | hea 


The extensions of heater sizes and | 
types available should make it possible 
to use standard catalog units for ap- | Bis: 
proximately 90 per cent of all present 
applications, making possible extensive 
savings through the avoidance of spe- 
cial models. 
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Automatic Processing Machine | # 


Frederic B. Stevens, Inc., Dept. MF, | 
1800-18th St., Detroit 16, Mich. 


“Little Steve,” small, compact but 
with a big capacity, was designed and | 
manufactured in answer to the need | 
for a production plating unit for small 
and medium sized parts. It also fills | 


UTLEY 


e 
the bill for a small automatic plating BURNAMITE 1 BURNISHING - TUMBLING 
machine with a big capacity for finish- Finest Quality I 
P BALL BURNISHING and i and CLEANING COMPOUNDS 
ing larger parts that do not require TUMBLING FORMULA I Reiiey comments are expressly developed to meet the specialized 
> j aon _ . . needs of the metal finishing industry. Specialized know-how is the 
extremely high production. The ma ~~ ee a i intangible ingredient that makes Rutley compounds outstanding for 
chine measures only seven feet in width and finish on Linc Vie Castings I quality and performance. They meet the highest standards for metal 
cleaning, burnishing and tumbling. This specialized know-how is 
and ten or more feet in length. GLOW J iust one of the many reasons why Rutley compounds do their work 
N Liquid faster and better at less cost. 
Since it is usually shipped as a com- ong If you have a special problem why not let a Rutley technician help 
: : : BURNISHING COMPOUND i you solve it. For further information write for Rutley Bulletin H-2 
plete unit from the factory, it can be assures highest quality finishon | 
installed and in operation within a few 
hours. Due to the machine’s low over- DC-102 i 
all height, no overhead construction is REVERSE ELECTRO CLEANER ' 
necessary. Should a move to another | 
4 Zinc Die Castings, Brass, Steel i 
part of the plant be necessary, the ond White Metal. 1 
whole unit can be moved in a matter One of a series of ‘* Rutley—Toons.” &8'2x11 reproduction FREE on request. 
- / | 
/Cirel eaders’ Service Car 
l of « few house. 76/Circle on Readers’ Se e Card | 
, There are three distinct handling on the machine. 1) The carrier arm racks. 2) The carrier arm acts as a 
- | methods for processing smaller parts acts as a holder for small individual rack and small parts are attached di- 
/ rectly to it. 3) The carrier arm acts as 
; a rack and the arms are racked rapid- 
‘ ly and efficiently on and off the car- 
4 rier arm bracket of the machine. 
77/Cirele on Readers’ Service Card 
. Stainless Steel Temperature 
Regulator 
Fulton Sylphon Div., Robertshaw- 
Fulton Controls Co., Dept. MF, Box 
400, Knoxville, Tenn. | 
| 
. A new stainless steel temperature 
y regulator is designed to withstand the : 
O corrosive effects of certain fumes, 
I gases, acids and chemicals. 
0 In standard models of this control 
- the entire upperworks are of stainless | 
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ONLY TWO A 
CONTROL SEYM 


It’s easy to control plating 
| operations when you use 
Seymour Bright Nickel proc- 
esses because only two ad- 
dition agents are needed to 
insure efficient deposition on 
ferrous and non-ferrous al- 
leys as well as copper-plated 
zinc base alloys. Seymour 


SEYMOUR 


THE SEYMOUR MANUFACTURING COMPANY ec 4 FRANKLIN STREET, SEYMOUR, CONN. 
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ITION AGENTS 
R BRIGHT NICKEL 


gives you this minimum of 
control with freedom from 
hydrogen pitting... 


plus 


) GREATER THROWING POWER 


) HIGH DUCTILITY 


) SAVINGS in time and money 


Get the whole Seymour story. 
Write for details, today! 


steel. The company says it will supply less steel, for use in extremely corro- 
valves, as well as upperworks in stain- sive situations. The No. 11061-R is 
available in sizes from 14” to 4”, and 
in temperature ranges between 20°F. 
and 455°F, 

The new regulator requires no ex- 
ternal power source, such as com- 
pressed air, water or electricity to 
function efficiently. A large stainless 
steel bellows used in the thermal unit 
provides accurate and sensitive control 
over temperature. 
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Plastic Blowers 


Industrial Plastic Fabricators, Inc., 
Dept. MF, Endicott St., Norwood, 


Mass. 


A 40” diameter corrosion resistant 


METAL FINISHING, 


PVC centrifugal blower, Model No. 
CB-40M, with a capacity of 15,000 
c.f.m. is especially applicable to in- 
stallations used to expel corrosive air 
and fumes. The blower is constructed 
of unplasticized polyvinyl chloride. 

All blower impeller wheels are de- 
signed with the back curve, non-over- 
loading characteristics which maintain 
high efficiency for the conveyance of 
air and gases. Vibration is essentially 
eliminated and the impellers are not 
subject to unbalance. Blowers are 
equipped with a PVC shaft seal to give 
long service life to the main drive 
shaft. Inlet and outlet flanges, gaskets, 
and drain plug are standard PVC parts. 

The blower is available with motor, 
belts and pulley or less this equipment 
as desired. Performance charts and 
complete details on rigid, unplasticized 
PVC are available upon request from 
the company. 
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Radiant Tube Burner 


Eclipse Fuel Engineering Co., Dept. 
MF, Rockford, Ill. 


Elasticity in radiant tube design for 
industrial heating has been increased 
by the introduction of an adaptable 
new gas burner assembly. Completely 
packaged, “RF” burners can be in- 
stalled directly on either metal or cera- 
mic radiant tubes. They are sealed. 
nozzle mixing units that keep air and 
gas separate up to the point of dis- 
charge, minimizing danger of flash- 
back or backfire. 
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Loading Funnel for Tumbling 
Barrels 


Rampe Mfg. Co., Dept. MF, 14916 
Woodworth Ave., Cleveland 10, O. 


To speed up loading of tumbling 
barrels as well as to minimize spilling 
of materials, the above manufacturer 
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has introduced a line of removable 
funnels to fit all of their tumbling 
barrels. 

Made of heavy gauge steel these 
funnels are quickly attached to the 
opening of the tumbling barrel and 
are just as quickly detached once the 
barrel is loaded. Funnels are made for 
barrels from one gallon to eight cu. 
ft. capacity. 

One side of the spout is vertical to 
permit the use of two funnels side by 
side on multiple unit barrel finishers. 
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Phosphating Compound 


Oakite Products, Inc., Dept. MF, 118 
Rector St., New York 6, N. Y. 


CrysCoat No. 47 is designed to im- 
part an iron phosphate coating of 80 
to 120 milligrams in metal spray wash- 
ing machines. The new compound 
cleans and phosphates in a_ simple 
three-stage operation. It removes light 
oils, grease, spinning compounds, and 
shop soils, and converts the surface of 
steel and iron into a thin, dense coat- 
ing that resists corrosion and gives 
lasting paint adhesion. The coating, 
under standard finishes, has withstood 
more than 600 hours of salt spray test- 
ing, it is claimed. 

The material is used at 11% to 24% 
ounces per gallon of water in the first 
stage of the washing machine. It is 
followed by a hot water rinse, then by 
hot chromic acid or CrysCoat FH 
rinse. 

Among the advantages claimed for 
this new member of the CrysCoat phos- 
phating group are: stability in solution 
despite minor changes in pH; heavier 
and faster rate of coating; improved 
corrosion resistance; low foaming 
character, safety on equipment; and 
satisfactory cleaning of aluminum, 
zinc, and brass, as well as ferrous 


metals. 
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FINISHING 


DEBU R RI NG 
“KNOW-HOW” 


SEND SAMPLES and we 
will show you how much you 
can speed up production and 
cut costs. 


1601 


DOUGLAS AVE. - KALAMAZOO, MICH. 


The experience gained in over 
70 years of machinery building 
has provided us with a big bank 
of “Know How.” 


This knowledge is drawn upon 
and added to every day. Our busi- 
ness is to share it with you to 
bring down high finishing costs. 
Many users of Hammond Auto- 
matics have found more efficient 
means of finishing by drawing on 
our bank of ‘Know How.” 


The Rotary Automatic illus- 
trated represents one of our many 
types and sizes of automatic fin- 
ishing machines for either con- 
tinuous rotation or indexing. The 
head and stand units shown are 
a part of a large ‘family’ which 
range in type and size up to 20 HP. 


See Us at Booth 165, Western Metal Show, Los Angeles March 25-29 
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Water Cooling Tower 


Lundholm Mfg. Co., Dept. MF, 1121 
Charles St., Rockford, Ill. 


An all metal water cooling tower 
that may be installed inside of the 
plant is constructed of lightweight steel 
and aluminum, with overall dimensions 
on the 2-ton capacity tower of 
length 3414”, width 27”, and height 
41”. Because of the compactness of 
the tower, installation inside of the 
building may be utilized. Where floor 
space is at a premium. overhead sus- 
pension above the machine is recom- 
mended. 


The tower can save up to 90% on 
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water consumption, providing cooling 
tower operations to industries located 
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SELL 


PURE OR 
CONTAMINATED 


FOR DIRECT MILL SHIPMENT 


YOUR 


NICKEL 


We Purchase 


NIMONIcs 


RA 


DEPT. 572 


6500 E. ROBINWOOD 
DETROIT 34, MICHIGAN 


Phone —TWinbrook 3-0800 


Other Divisions: Wolverine Steel Sales Co., Korman Barrel and Bag Co, | 
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in arid areas where water scarcity is 
a problem. Reduction in water con- 
sumption is also beneficial to com- 
panies where surplus water disposal is 
costly. Inside installation prevents win- 
ter freeze-ups, accentuating year 
around operation. 


The cooling tower is designed spe- 
cifically for use with the firm’s water 
cooled liquid coolant chillers. The tow- 
ers are available in capacities ranging 
from 2 to 25 tons. They are equipped 
with circulation pumps to correspond 
with each application. Installation is 
simple, all plumbing parts are easily 
accessible and maintenance costs are 
low. 
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Quartz Immersion Heaters 


Pyrosil Inc., Dept. MF, Cuyahoga 


Falls, O. 


A savings of up to sixty per cent on 
replacement costs of immersion heat- 
ers is now possible through a new 
development. When there is a ‘burn- 
out’, only the element needs replace- 
ment in the new patented Pyrosil fused 
silica replaceable element immersion 
heater. 


The heater is claimed to be explo- 
sion-proof as it breathes constantly 
through the junction box lead-in con- 
duit, preventing pressure ‘build-up’ in- 
side of the shell. 


There are now four interchangeable 
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sizes. By using the same quartz shell 
and acid-resistant boot and cap, only 
the replaceable heating elements need 
be changed in order to attain different 
K. W. ranges. 

Other advantages of the new heater 
are the heavy duty outer shell which 
is able to withstand greater mechanical 
shock and the low temperature element 
on a spiraled silica core which is sus- 
pended, allowing the wire to expand 
when heated without putting strain on 
the outer shell, as is the case in cement- 
ed heaters. 

The replaceable elements are guar- 
anteed 1 yr. or 6,000 hrs. whichever 
occurs first. The complete units should 
last several thousand hours beyond the 
guarantee if they are occasionally 
cleaned to remove any scale accumula- 
tion which otherwise causes excessive 
operating temperatures by preventing 
proper transfer of heat to the solution. 

Standard sizes are available and spe- 
cials can be manufactured according 
to specifications. 
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Barrel Cradle Truck 


Morse Mfg. Co., Inc., Dept. MF, 
727 West Manlius St., East Syracuse, 
N.Y. 


A new barrel cradle truck with spe- 
cially designed curved top rails hold 
a wooden hogshead or barrel firmly in 
position, preventing dangerous tipping. 
Two other important safety features 
are non-skid devices, located directly 
forward of the front wheels on the 
rocker, and a safety catch on the nose 
piece. This prevents the barrel from 
sliding during loading. 

Ruggedly built, the truck has an 18 
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inch wheel base. It is available with 
four large 3 inch diameter wheels 
placed on a straight axle. Height to 
the bung of the barrel is 22 inches. 
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Corrosion Resistant Plastic Lining 


Kaykor Industries, Inc., Dept. MF, 
Yardville, N. J. 


The unplasticized polyvinyl chloride 
lining “Fligid,” first introduced two 
years ago for the protection of tanks, 
vessels, and other process equipment 
against corrosion, is now available in 
two standard thicknesses. The new ma- 
terial is only .055” thick. The original 
is still available in a thickness of .085”. 
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Seam Weld Polisher 


Hi-Lite Polishing Machine Co., Inc., 
Dept. MF, Rt. 2, North 44th St., She- 
boygan, Wis. 


The model WP 10’ seam weld pol- 
isher utilizes a 1” x 132” abrasive beli 
for rough grinding and polishing seam 
or butt welds on stainless or carbon 
steel sheets. Capacity of the machine 
is 10 ft. length on flat sheets, and 10 
ft. length and a minimum of 30” on 
the inside weld of an open end cylin. 
drical tank. 


For operation, the welded section is 
slid on the bed, lined up and clamped 
with air clamps to the bed plate, and 
final line-up with the track of the belt 
made with the hand wheels. Limit 
blocks are placed on the carriage 
chain drive, according to the length 
of weld to be polished. They are said 
to directly reverse the carriage on 
reaching the end of the weld. Control 
buttons directly reverse the carriage 
in travel, working any particular part 
of the weld which may require special 


IF YOUR 


AUTOMATIC BUFFING 


REQUIREMENTS 
CALL FOR 


CURVED BARS 


CONTACT US... 


ISHING and BUFFING COMPOSITION 
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attention. Pressure is applied to the 
belt contact wheel by an air cylinder, 


WP 10' Seam Porssnee 
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which is adjustable for light or heavy 
pressure. 

An oil spray system is incorporated 
in the unit for maximum abrasive belt 
life and rapid stock removal. 
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Expanding-Type Grinding 
Wheel 
Nu-Matic Grinders, Inc., Dept. MF, 
8224 Carnegie Ave., Cleveland 3, O. 


A series of separate, replaceable 
rubber segments grip the coated abra- 
sive and form the grinding surface of 
the “Flexcore,” a new grinding wheel. 
The interchangeable segment feature 
provides two distinct operating advan- 
tages. First, as segments become worn 
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SELENIUM RECTIFIER 


POWER CONVERSION UNITS 


Provide completely automatic, low cost a-c to d-c power 
conversion in one single package —- save valuable floor 
space. 


SYNTRON Power Conversion Units contain heavy duty 

Selenium Rectifiers and automatic voltage regulation. 
Operation is instantaneous—require no warm-up period. 

; They are able to withstand high overloads for short, infre- 
a quent periods without damage. Designed to meet the rigid 


industrial power requirements—trated for continuous duty. 


SYNTRON Power Conversion Units have a record of 
proven dependability, low operating costs, high efficiency 
and long life. They are compact and easy to install. 


SYNTRON Power Conversion Units can solve your d-c 
power problems economically and efficiently. 


Write for complete catalog data FREE! 


Avenue Homer City, Penna. 
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SYNTRON COMPANY 


or damaged, they can be replaced 
singly or in groups at a very low cost. 
The core never needs to be replaced. 
Formerly, expanding type wheels had 
to be scrapped when a single segment 
was damaged. Second, segments are 
available in a variety of hardnesses 
and so can be used in any combination 
to attain different cutting actions. For 
example, a fast cutting action is 
achieved by using hard segments and 
soft segments in alternate slots. 


The wheel is designed so that com- 
plete peripherial contact is made with 
the coated abrasive band. This is 
claimed to provide greater holding 
power on the abrasive band so that the 
wheel can be operated at much slower 
speeds than is possible with conven- 
tional expanding wheels. Each segment 
is anchored in the metal core by a key 
slot and cannot fly off the wheel even 
if the abrasive band ruptures. 


To replace a segment, one simply 
slides the old segment out of its keyed 
slot and inserts a new segment. Re- 
placement segments are sold by the 
100. A complete set of new segments 
for an average size wheel costs only 
$3.50. At no time does one lose the 
original investment in the core. Design 
and method of manufacture assures 
positive quality control from wheel to 
wheel. Slots are uniform in size and 
number. Segments are identical. The 
core is balanced at the factory and 
stays balanced in use. 


Wheel diameters of 3”, 4,” 5,” and 
6” are included in this new line. 
Widths are made to any specification. 
Standard segments are made to full 
width of the wheel, but fractional size 
segments can be provided to obtain a 
“fingering” action for contouring use. 
This new line of wheels uses the same 
length abrasive bands as the firm’s 
“Aircore” inflated grinding wheels of 
the same diameter. 
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BUSINESS ITEMS 


Mutual Appoints Weed 
William H. Weed has been appointed 


manager, Engineering Department of 
Mutual Chemical Division, Allied 
Chemical & Dye Corp. effective Jan- 
uary 1, 1957. Mr. Weed, previously 
chief process engineer, will be respon- 
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ible for all activities of the Engineer- 
ing Department which is located at 
the Baltimore works. A graduate of 
ihe Massachusetts Institute of Tech- 
nology, Mr. Weed joined the firm in 
1940. 


Allied Research Elects 
Cairns to Board 


At a recent stockholders meeting, 
|. A, Cairns was elected to the board 
of directors of Allied Research Prod- 
ucts, Inc., Baltimore manufacturer of 
the Lridite line of chromate conversion 
coatings and ARP plating chemicals. 
Mr. Cairns has been associated with 
the organization since 1948 and, in 
September of 1955, was named sales 
manager of the marketing subsidiary, 
Allied Research Sales Corp., which 
position he still holds. 


Bart-Messing and Pennsylvania 
Transformer to Work Jointly 
on Rectifier Installations 


The Bart-Messing Corp., Newark, 
N. J. and the Pennsylvania Transform- 
er Co., Canonsburg, Pa. have formu- 
lated an agreement to work jointly on 
the design and installation of Sel-Rex 
rectifiers for large-scale electrochemi- 
cal and electrometallurgical applica- 
tions, according to an announcement 
released by both companies. 


The decision for the cooperative 
venture was predicated on customer 
preference for one centralized source 
of supply with responsibility for all 
accessory components, such as trans- 
formers and controls, required by in- 
stallations of major scope and magni- 
tude. Each company will be responsible 
for, and guarantee its own components 
and equipment supplied for all installa- 
tions, with Bart-Messing acting as 
prime contractor. 

The arrangements will make it pos- 
sible for Bart-Messing to offer the com- 
plete equipment for major power rec- 
tifier installations with the engineering 
coordinated to give best operating 
characteristics for each installation. 

The Pennsylvania Transformer Co. 
manufactures a complete line of dis- 
tribution, power, load tap changing 
and furnace transformers. 


Wagner Bros. to Supply 
Plating Chemicals 


Wagner Brothers, Inc., Detroit man- 
ufacturers of plating automation, 
equipment and supplies has entered 
the plating chemical processing field. 
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STRUCTURAL STEEL 


STACKS 


TRUCK EXTERIORS 


THE 


HEAVY DUTY 
PROTECTIVE 
COATING 


ONE COAT = 10 MILS 


Providing outstanding resistance to 
a wide variety of chemicals, acids, 
alkalies and solvents, SERIES E-900 
COATINGS offer the same protec- 
tion afforded by up to ten coats of 
conventional paints. In addition, 
SERIES E-900 COATINGS assure 
long lasting protection to severe 
weathering. 


These new coatings can be applied 
by brush or roller coat after the 
addition of a hardening agent. Regu- 
larly available in clear . . . white . . . 
gray ...or sea-foam green. At nor- 
mal temperatures, SERIES E-900 
COATINGS are dry to touch in 
about six hours. 


t Write today for 
TECHNICAL BULLETIN E-900 


WALLS AND FLOORS 


4844 RIDGE ROAD + CLEVELAND 9, OHIO 


* Birminghom, Alabeme + Buffalo, New York + * Chicago, Illinois * Cleveland, Ohie 


RECOMMENDED APPLICA- 
TIONS INCLUDE: §structural 
steel . . . tank exteriors. . . lining for 
industrial water tanks... tank truck 
exteriors ... stacks... exhaust fans 
...concrete piers for plating foun- 
dations...floors under storage 
tanks ... building walls. . . pit walls. 


SERIES E-900 COATINGS are 
high solids modified epoxy formu- 
lations which result in superior 
toughness, resistance to abrasion 
and superb adhesion to practically 
any type of clean surface. Because 

the applied thickness is con- Sy 
verted to a protective film. | 


* Detroit, Michigan + Evansville, indiene + * Houston, Texes Kanses City, Missouri 
Les Angeles, Colifornie Francisco, Californie Seattle, Washington + * Springfield, Moss. 
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PIONEERS and LEADERS 


in ELECTROLYTIC 
PRECIOUS METALS 


Through the years, Davis-K has con- 
tinued to lead the field in producing 
low cost solutions, time-saving pro- 
cedures and revolutionary new elec- 
troplates. From Davis-K research 
laboratories have come two of the 
most outstanding developments in 
recent years. 


DAVES:K 
GUED BEARING 


ONE OPERATION 


First vith Antique Gold Solution 


An inexpensive, quality electroplate with excellent color consistency and remarkable 


ease of operation. 


First régaée wie» HARD GOLD SOLUTION 


FOR PRINTED CIRCUITS AND ELECTRONIC PARTS 


Davis-K Hard Gold Plating Solution is an amazing new electroplate for the elec- 
tronic industry which cuts gold deposit 50% while forming a lasting bond with 
either metals or plastics. Requires no elaborate set-up, has maximum resistance 
to high frequency, plates at low temperature and eliminates control problems. 


OTHER DAVIS-K PRODUCTS 
* POTASSIUM GOLD CYANIDE SALTS 
* LUSTROUS WHITE RHODIUM SOLUTION 


Now available: variable-type Tank Rheostats, 
specially designed for precious metal plating. 


FREE 
Consultive 


ALL DAVIS-K GOLD PLATING SOLUTIONS ARE: 
@ made in all colors @ bottled by Troy weight 
@ color constant 
@ tarnish-resistant 
@ brilliant in finish use 


@ made from assayed US 
Treasury Gold only 
@ Ready for immediate 


Service ! 


As an added ser- 
vice, Davis-K pro- 
cess engineers are 
available for con- 
sultation concern- 
ing special plating 
problems and in- 
stallations. 


We are fully equipped to reclaim old gold and rhodium solutions. 
No charge for small sample plating. Write Dept. MFG-57 for details! 
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“Where Glittering Elegance Reflects Lasting Quality.” 


PRODUCTS, O 
West 29th St., New York 1, N. 


LOngacre 4-1978-9 


The company’s new Lyndon Ave. 
chemical processing plant is separated 
from the two other plants to prevent 
contamination. Since production be- 
gan in June, a satisfactory inventory 
has been built so that reliable service 


can be provided to electroplaters in 
all parts of the country. All chemical 
operations are under the direction of 
Bruno Leonelli, vice-president — re- 
search, 

The following processes are being 
compounded: Iso-Brite copper, white 
brass, cadmium, and zinc, Iso-Lok 
chromate finishes, Wabrite nickel and 
Krome-on. Also introduced recently is 
their line of Benchmark metal cleaners. 

The company has extensive labora- 
tory facilities and a technical staff for 
assisting customers with their electro- 
plating problems. 


Stanley Chemical parr Tesch 
Walter W. Tesch has been appointed 


Walter W. Tesch 


a sales representative for The Stanley 
Chemical Co., a subsidiary of The 
Stanley Works, located in East Berlin, 
Conn. 


Mr. Tesch will represent the com- 
pany in the southern New Jersey, 
southeastern Pennsylvania and Greater 
Philadelphia areas. He joined the com- 
pany as a sales trainee in June. He 
was formerly employed by The U. S. 
Rubber Co. as a physical test super- 
visor in its control laboratory. 

A native of New Jersey, he attended 
Moorestown High School and gradu- 
ated from Nebraska Wesleyan with a 
degree in chemistry. 


Lawson Named Director of 
Marketing for Pennsalt’s 
Industrial Division 


The appointment of George R. Law- 
son as director of marketing of Penn- 
salt Chemicals’ Industrial Division was 
announced recently. In this newly cre- 
ated position, Mr. Lawson will direct 
the combined sales organizations of the 
former Sharples and Industrial Chem- 
icals Divisions which were recently 
consolidated in the formation of the 
company’s new Industrial Division. 


Mr. Lawson joined the organization 
in 1946 and served successively in the 
former Sharples Division as manager 
of its New York office, general man- 
ager of sales and vice-president in 
charge of sales. He is an alumnus of 
Yale University where he majored in 
chemistry. 


Behr-Manning Promotes 


_ Durnan to Regional Post 


Behr-Manning Co. of Troy, N. Y., 


a division of the Norton Co., has ad- 
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John J. Durnan 


vanced John J. Durnan to the post of 
eastern regional product engineer to 
succeed Elmo Oathout, who retired 
recently. 

Durnan is a veteran of 14 years 
with the manufacturer of coated abra- 
sives and pressure-sensitive tapes. He 
served for three years as foreman of 
the grinding department in the com- 
pany’s mechanical division, and has 
since been a product engineer based at 
Troy. He is a member of Mohawk 
Chapter, American Society of Tool 
Engineers. 


Equipment Division of National 
Research Becomes Independent 
Subsidiary 


NRC Equipment Corp. will be the 
new name of the Equipment Division of 
National Research Corp. The name, 
which has been used for the past two 
years to designate the company’s equip- 
ment sales organization, reflects more 
accurately the nature of the operation. 


A 20% increase in manufacturing 
area nearing completion at NRC’s 
plant in Newton Highlands, Mass., will 
bring the plant to nearly 55,000 square 
feet. 


Stauffer Integrates 
two Subsidiaries 


To simplify and strengthen its or- 
ganizational structure, Stauffer Chem- 
ical Co. has integrated two former 
subsidiaries, Nyotex Chemicals, Inc. 
and New York-Ohio Chemical Corp., 
into the parent corporation. The for- 
mer will be operated as Nyotex Chem- 
icals Division and the latter has now 
been made a part of the company’s 
Industrial Chemicals Division. 


... and will cost 


for maintenance 


1) It is built on a rigid, solid sub- 
base — 4” to 6” thick. 


The sub-base is protected by 
(2) a thick corrosion-resistant 
“Resilon” membrane. 


Over the membrane, a course 
3) of dense, tough, spall-resistant 
“USSCO” acid brick. 


Q Bonded by wafer-thin, non- 
porous joints with “Durisite” 
acid-and-alkali resistant cement. 


Yes, here’s a corrosion-resistant floor 
that will outlast the building itself. Ex- 
pensive? Savings in maintenance, alone, 
will make it over the years the lowest 
cost floor you can install. 


practically nothing 


PLATING ROOM FLOOR 


will last for 


FIFTY YEARS 
or morel 


Write for this free booklet! 


Detailed construction 
drawings showing ap- 
proved methods of build- 
ing floors, trenches, 
gutters, tank and motor 
supports, etc., with full 
technical data, photo- 
graphs and case his- 
tories. Ask for Bulletin 
AB-17. 


PROCESS EQUIPMENT DIVISION 


S. STONEWARE 


AKRON 9, OHIO 
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William F. Pierce 
Advanced by Barnstead 


William F. Pierce, formerly export 
manager of the Barnstead Still & De- 
mineralizer Co. has been named man- 
ager of the new Cleveland office. 

Mr. Pierce’s headquarters will be at 
1305 Arlington Road, Cleveland 7, 
Ohio. The new phone number is ACad- 
emy 6-2266. 


4 Wyandotte District Managers 
Honored at Annual Conference 


The managers of the four leading 
Wyandotte Chemicals, Ford Division, 
districts were honored at the recent 
1957 sales conference at St. Clair Inn, 


St. Clair, Mich. Shown left to right 
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are: Fred Tholen, sales manager; C. J. 
Martin, Buffalo; C. B. Dover, Minne- 
apolis; Tom Jones, Atlanta (first 
place); F. A. Troxell, Cleveland; and 
Ford Ballantyne, Jr., vice-president 
and general manager of the Ford Di- 
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Slefen 


Service 


“TH 


DISTRICT REPRESENTATIVES 


NSH THAT. COUNT 


Buffing 
OMpounds 


| Since 1927-A Leader In 
NATION WIDE 
Finishing Systems 
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vision. Mr. Ballantyne closed the con- 
ference by discussing the 1957 expan- 
sion plans of the organization. 


Smith Named Sales Manager 
of Abbott Ball Co. 


Roland Smith, formerly assistant to 
the aircraft sales division manager of 
The Fafnir Bearing Co., has been 
named sales manager of The Abbott 
Ball Co., Hartford, Conn., producers 
of bearing balls and barrel finishing 
equipment. Prior to joining Fafnir, 
Smith was sales manager of The Heim 
Co. Previous to that, he was with The 
Remington Arms Co., Inc. 


Smith succeeds C. B, Schaeffer who 


has resigned to form his own sales 
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organization. He will represent Abbott 
in the New England district. 


H-VW-M Names Turek 
Milwaukee Sales Rep. - 


Hanson - Van Winkle - Munning Co. 
has announced the appointment of 
Gerald F. Turek as a sales representa- 
tive in the company’s Milwaukee terri- 
tory. This includes the states of Minne- 


sota, Wisconsin, North Dakota and 
South Dakota. 


In this capacity Mr. Turek will rep- 
resent the company in the sale of its 
complete line of metal finishing sup- 
plies, processes and equipment. He will 
work under the general supervision of 


Gerald F. Turek 


R. H. Granquest, district manager of 
the Chicago office. 


Prior to his present appointment Mr. 
Turek was in the export sales depart- 
ment, where he became experienced in 
the company’s products and processes. 
Before that he was a buyer with the 
Western Electric Co. in New York. He 
was graduated from Notre Dame in 
1950 with an AB in economics. 

He is a veteran of World War II, 
during which he served with the United 
States Marine Corps. 


F. H. Ross Company to 
Represent Pennsalt 


The F. H. Ross Co. of Charlotte, N. 
C. has been appointed distributor for 
Pennsalt Chemicals’ metal processing 
products in the seven southeastern 
states of North and South Carolina, 
Tennessee, Georgia, Mississippi, Ala- 
bama and Florida. Their new Metal 
Finishing Department, under the di- 
rection of James H. Ross, represents 
nationally known companies in plating 
equipment and supplies, degreasing 
equipment and solvents, alkali and 
emulsion cleaners and testing equip- 
ment. 

Cooper M. Schley is Pennsalt’s di- 
rect Metal Processing representative 
in the area. His headquarters are in 
Birmingham, Ala. 


Kurth Joins MacDermid, Inc. 


MacDermid Inc., Waterbury, Conn., 
recently appointed Arnold Kurth sales 
trainee. Mr. Kurth ‘will receive train- 
ing in the company’s customer service 
laboratory, where metal finishing chem- 
icals and compounds are tested under 
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Arnold Kurth 


actual production conditions. Follow- 
ing a tour of duty in the laboratory, 
the new sales trainee will be assigned 
a territory for additional sales train- 
ing in the field. 

Mr. Kurth is a graduate of Rutgers 
University with a B.S. degree in Busi- 
ness Administration. He served for 
two years in the U. S. Navy as repair 
officer aboard the U.S.S. Albany. Be- 
fore joining MacDermid, Mr. Kurth 
was employed by the Willette Corp., 
New Brunswick, N. J. 


Stiegman Named Director of 
Product Development at Hooker 


Dr. Clarence A. Stiegman has been 
named director of product development 
of Hooker Electrochemical Co., Nia- 
gara Falls, N. Y. In this capacity he 
will direct product development of 
both the chemical and plastics elements 
of the firm’s business. He was vice- 
president and technical director of 
Oldbury Electro-Chemical Co. prior to 
its consolidation into Hooker on No- 
vember 29. He will move his office to 
the administration building shortly. 

Dr. Stiegman, whose home town is 
Paxton, Ill., is a graduate of the Uni- 
versity of Illinois, where he received 
the B.S. degree in 1932, an MLS. in 
1934, and a Ph.D. in chemistry in 
1937. From 1933 to 1937 he held a 
teaching fellowship at the university. 

He came to Oldbury in 1937 as 
technical assistant to the production 
manager, and has served as manager 
of new product development, assistant 
secretary, secretary, and manager of 
technical sales service. In 1950 he was 
elected to the board of directors and 
was also appointed director of tech- 
nical service. Since 1953 and until the 


Phosphorus policemen wake 
up lazy copper ions that want to 
settle down as SLUDGE in the 
bottom of the tank—thus making 
“bagging” and diaphragms un- 
necessary. 


electroformers a lot of time and money. 


the coupon today. 


ANACONDA 


Made by The American Brass Company 


A Phosphorus traffic police keep copper moving uniformly to 
give you SMOOTH, HEAVY CATHODE DEPOSIT—up to 15% 
more cathode deposit per anode—and UNIFORM ANODE 
CORROSION, leaving small “fish” that cut scrap losses. 


(Phoaphorized Copper) 

ZONE....STATE........ 


<@ Phosphorus policemen arrest 
delinquent copper ions that want 


solution—thus preventing COPPER 
BUILD-UP and cutting cost of cor- 
recting the solution. 


Here’s why Anaconda “Plus-4” (Phosphorized Copper) Anodes 
cut electroplating cost and give you better work 


The playful characters above give a perhaps over-simplified explanation of a 
laboratory development now saving acid-copper electroplaters, electrotypers, and 


Metallurgists in The American Brass Company found that if copper used as 
anodes contains a small but precisely controlled percentage of phosphorus, all the 
copper moves uniformly through the acid-copper solution to the object being 
plated. The phosphorus seems to act like a policeman. 

Anaconda “Plus-4” Phosphorized Copper Anodes are the result. They have been 
proving their superiority in acid electroplating tanks all over the country. Send in 


57140 


4 
The American Brass Company, Waterbury 20, Conn. 

! In Canada: 

Anaconda American Brass Ltd., New Toronto, Ontario 


Please give me details on how I can get a test supply 
of “Plus-4" Anodes sufficient to fill one tank. 
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consolidation, he was vice-president 
and technical director. 


Dr. Stiegman is a member of Sigma 
Xi, American Chemical Society, Amer- 
ican Assn. for the Advancement of 
Science, American Institute of Chemi- 
cal Engineers, American Institute of 
Chemists, Electrochemical Society, 
Chemical Market Research Assn., and 
Armed Forces Chemical Assn. 


Dr. U. T. Greene Promoted 
by Diamond Alkali 


Promotion of Dr. U. T. Greene to 
the newly-created post of assistant di- 
rector of commercial development has 


been announced by Diamond Alkali 
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Co., Cleveland, Ohio. Dr. Greene takes 
over his new responsibilities following 
six months’ leave of absence for service 
as director of the Chemical and Rub- 
ber Division, Business and Defense 
Services Administration, U. S. Depart- 
ment of Commerce, Washington, D. C. 


A native Clevelander, Dr. Greene 
returns to the organization which he 
joined in 1942, when he was appointed 
chief chemist of Diamond Magnesium 
Co., organized by Diamond Alkali to 
operate a Government-built magnesium 
plant located adjacent to Diamond’s 
Painesville Works. Prior to his associ- 
ation with this chemical company, Dr. 
Greene was a metallurgist for two and 
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BLACKENING 


COPPER? 


To get the finest black finish 
on copper and all its alloys, 
including Duronze,’ Everdur, 
high zinc brass, beryllium and 
silicon bronzes, take advan- 
tage of the features of: 


@ No acid pickle or bright 
dip. 


@ No dimensional changes 
or surface damage. 


@ No acid drag-in. Assures 
stabilized blackening bath 
throughout longer life— 
more economical. 


Write for full details. Du-Lite Cu- 
Prep is made and guaranteed 
exclusively by the metal finishing 
specialists: 


DU-LITE CHEMICAL CORP. H 

MIDDLETOWN, CONN, 

Send more information on Du-Lite Cu-Prep.... O 

Send information on metal finishing products.. & 

Have your representative 0 
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a half years with Great Lakes Steel 
Corp., Detroit, and also served four 
years in the same capacity with The 
Standard Tube Co., also of Detroit. He 
also was assistant metallurgist for Gen- 
eral Electric Co. at Pittsfield, Mass., 
for two years. 

Dr. Greene earned an A.B. degree 
in chemistry at Hiram College, Hiram, 
O., in 1929; received his M.A. at Wil- 
liams College, Williamstown, Mass., in 
1931; and was awarded his doctorate 
at Rensselaer Polytechnic Institute, 
Troy, N. Y., in 1933. He is a member 
of Sigma Xi, honorary scientific fra- 
ternity. 


Button Named Diversey 
Sales Vice-President 


Bland B. Button has been appointed 
vice-president of sales for The Diversey 
Corp., Chicago, effective January 1. In 
his new position, he will direct a na- 
tion-wide, 250-man sales force selling 
specialized chemicals. 

Prior to his new appointment, But- 
ton was the firm’s general sales man- 
ager, responsible for the sales and 
office operations of eight regional sales 
divisions. He has been with the com- 
pany for 17 years. During this time 
he headed the company’s Metal In- 
dustries Department and is credited 
with much of that department’s prod- 
uct and market development. He suc- 
cessfully guided that department’s con- 
version after the war years to the pro- 
duction and sale of metal processing 
chemicals for industrial use. 

Mr. Button moves into the position 


Bland B. Button 


made vacant by the semi-retirement of 
W. E. Noyes. Noyes continues as man- 
ager of South American operations, 
and will serve as a special consultant. 


Permutit Promotes D. Miller 


Durando Miller has been appointed 
technical manager of The Permutit Co., 
New York, engineers and manufac- 
turers of equipment for water condi- 
tioning, ion exchange and industrial 
waste treatment. 

Mr. Miller will be responsible for de- 
cisions concerning industrial treatment 
processes to be used, performance 
guarantees, the use of pilot plants for 
specific field problems and other tech- 
nical matters. 

Mr. Miller has been with the com- 
pany since 1938 and has served as 


Is METAL WASHING 


in YOUR 
PRODUCTION PICTURE? 


If you have a problem of cleaning 
metal products of various sizes and 
shapes you may find the solution in 
an inexpensive A-F Engineered 
Cleaning Machine . . . one that fits 
right into your production picture. 


If one of our standard units will 
not do the job, A-F Engineers are 


specialists in custom-built cleaning 
and processing equipment that in- 
sures faster production and higher 
product quality at lowest cost. 


Write for Special Brochure 


A-F ENGINEERED Cleaning and Finishing Machines 
Plant-Wide Conveying Systems 
Pre-Engineered Conveyors—Rollers, Wheel, Belt, Trolley 


THE ALVEY-FERGUSON CO., 500 Disney St., CINCINNATI 9, OHIO and Azusa, California 
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Durando Miller 


assistant technical manager since 1953. 
He is the author of many papers on 
water conditioning, and for 3 years 
he was also an instructor in industrial 
water treatment to classes in Sanitary 
Engineering at New York University. 


The Carborundum Company 
Announces Appointments 


The following appointments have 
been announced by The Carborundum 
Co. 

Wm. H. Wendel, formerly vice-presi- 
dent of the company and general man- 
ager of the Coated Abrasives Division, 
was elected group vice-president to co- 
ordinate activities of the Coated Abra- 
sives Division, Wheatfield, N. Y.; Cur- 
tis Machine Division, Jamestown, N. 
Y.; Globar Division, Niagara Falls, 
N. Y.; and Stupakoff Division in La- 
trobe, Pa. 


John F. Claydon, formerly sales 
manager of the Coated Abrasives Di- 
vision, was appointed general manager 
of the division; Herbert P. Dales, 
formerly assistant sales manager, was 
promoted to sales manager; J. G. 
Khoury, formerly field sales manager 
for coated abrasives in Detroit, was 
promoted to assistant sales manager; 
A. R. Perry was promoted from sales- 
man to coated abrasives field sales 
manager of the Detroit district, and 
K. H. Wisby, bonded abrasives sales- 
man, Tulsa, Okla., was promoted to 
field sales manager of the Southwestern 
district. 


Merchandising Branch Appoint- 
ments were: H. C. Smith, Jr., district 
manager, Southwestern District, St. 
Louis, Mo., who was promoted to man- 
ager, Merchandising Branch of the 
Coated Abrasives Division; Clifford N. 
Floyd and Harold J. Good who were 
promoted to field sales managers in 
the Pacific district, and E. M. Matter 
who was promoted to field sales man- 
ager for merchandising in the Detroit 
district. 


Metal-Kote Corp. Formed 


Dr. Harold Narcus, president of 
Electrochemical Industries, Inc., an- 
nounces the formation of Metal-Kote 
Corp., a subsidiary which will special- 
ize in handling metal evaporation on 
plastics and metal products. A four- 
story building has been acquired to 
house the new company. Both firms are 
located at 35 Armory St., Worcester, 
Mass. 


For Better Cut and Color 


on 
BRASS . . ALUMINUM 
DIE CASTINGS, etc. 


You can’t beat SPEEDIE Tripoli Compo- 
sitions for uniformity or economy... 
T-607 is unsurpassed on brass . . . T-2338 
does a beautiful job on aluminum... 
T-167 answers all requirements for die 
cast. And, if you want a water-soluble bar, 
try T-1639 on all non-ferrous metals. All 
made for either hand or automatic work. 
Excellent buffability . . . easy. to clean. 


If your plant uses liguid or paste, it will 
pay you to investigate SPEEDIE ‘“‘Spray-It” 


Both Bar 
& Liquid Form 


Tripoli Compositions. Won't clog or settle 
out. Builds a beautiful head . . . a honey 
to clean! 


Write for full details — today. 


The BUCKEYE PRODUCTS Co. 


7033 Vine St., Cincinnati 16, Ohio 
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RINSE TANK 
CONTROLLER 


Yes, water savings frequently greater than 
50%! An Eastern gold-plating plant, for 
instance, has reduced its water bill by a rate 
exceeding $10,000 per year. And because of 
serious water shortages in many areas, as 
well as Federal Law No. 845 (making stream 
pollution a Federal responsibility), there is 
sharply increased interest in the batch treat- 
ment of collected rinse waters. 

Installation comprises (a) Conductivity Cell 
placed in rinse tank; (b) Solu Bridge Control- 
ler automatically actuating (c) Solenoid Valve, 
for any preset degree of rinse. 


GET YOUR COPY... 


Descriptive bulletin gives 
working details and economics. 
Ask your supplier to show you 
this remarkably inexpensive 
equipment. Or write us. 

A postcard will do. 


Industrial 


Instruments» 


89 Commerce Rd., Cedar Grove, Essex County, N. J. 
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58 Waltham Ave. ¢ Springfield 9, Mass. 


LUSTER-ON 52 POWDER is a low, 
low priced single dip, no-leach con- 
version coating for zinc plated sur- 
faces. 


LUSTER-ON 52 POWDER was re- 
cently developed by The Chemical 
Corporation for automatic equip- 
ment where facilities are not 
available for added leaching and 
rinsing. 


LUSTER-ON 52 POWDER gives a 
bright bluish hue; provides lasting 
corrosion protection against stain- 
ing, tarnishing and white powder 
products. 


LUSTER-ON 52 POWDER can now be 
used in cases where cost has pro- 
hibited use of chromates in the past. 
For instance, electrical conduit, 
conduit boxes, screws and builder’s 
hardware, tools, electronic parts, 
air conditioning parts, automotive 
parts, cheap toys. 


LUSTER-ON 52 POWDER is not only 
low, low in price, but eliminates 
expensive handling, space-consum- 
ing storage and carboy deposits. 


Still available, of course — time- 
tested Luster-On liquid dips and 
coatings for all your needs. 


Data Sheets and Prices on Request. 
Send in part for free processing. 


West Coast: Crown Chem. & Engr. 
Los Angeles & San Francisco 


Canadian Licensee: Alloycraft Ltd. 
Montreal 


CORPORATION 
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MacDermid, Inc., Expands 


To enlarge product research and de- 
velopment facilities and to meet the 
steadily increasing demand for metal 
finishing chemicals and compounds, 
MacDermid, Inc., Waterbury, Conn., 
recently expanded plant facilities in 


Ferndale, Mich. 


Laboratory, office space and plant 
capacity have been doubled by the 
9.000 sq. ft. addition costing more than 
$80,000. New production and mate- 
rials handling equipment have been 
added to increase manufacturing facili- 
ties. 


Clarkson Labs. Appoints O’Brien 
as General Sales Manager 


Clarkson Laboratories, Inc., of Phil- 
adelphia, announces the appointment 
of Thomas F. O’Brien as general sales 
manager of its Metal Finishing Divi- 
sion. Mr. O’Brien will have charge of 
expanding sales, on a nationwide basis, 
of the firm’s line of materials and 
compounds for the metal finishing in- 
dustry, and of introducing and promot- 
ing several new specialty items for the 
electroplating field. 

Mr. O’Brien, who is widely known 
in the metallurgical and electrochem- 


ical industries, brings to his position 
ten years of varied plant experience 
plus a like period of sales and consult- 
ing work in the metal working field. 


Delanium Graphite Company 
Appointed Distributor 


Delanium Graphite Co. of Elizabeth, 
N. J., has been appointed exclusive 
distributors in North America for the 
original Delanium graphite block type 
heat exchanger manufactured by Pow- 
ell Duffryn Carbon Products Ltd. of 
Hayes, England. 


BUFFS 


FOR INSIDE POLISHING 


GOBLET BUFFS, TAPER BUFFS, CYLINDER BUFFS, SMALL POLISHING WHEELS, 
RAZOR EDGE BUFFS, and many others for deburring, polishing and grinding any internal 


contour. 


Write for additional information or contact your local dealer. These buffs are 
stocked by many dealers throughout the country. 

We manufacture a COMPLETE LINE OF BUFFS including full disc loose 
and sewed buffs and polishing wheels. Our metal center BIAS TYPE BUFF may 


help cut your polishing costs. 


Your request on your letterhead will bring our compiete catalog by return mail. 


BARKER BROTHERS INC. 


ESTABLISHED 1911 


1660 Summerfield Street 


Brooklyn 27, N. Y. 


Canadian Distributor — LEA PRODUCTS COMPANY, Montreal 
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The completion has been announced 
of a $140,000 expansion of the ware- 
housing and manufacturing facilities 
at the Etobicoke plant of Canadian 
Hanson & Van Winkle Co., Ltd., Can- 
ada’s leading supplier to the metal fin- 
ishing industry. 

The new wing built at the Etobicoke 
plant. will give the company an addi- 
tional 16,000 square feet of warehous- 
ing and manufacturing space. It will 


allow the Toronto Plant at 15 Morrow 
Ave. to expand its office space and re- 
search facilities. The space for research 
will enable the company to expand its 
facilities for the development and test- 
ing of new processes and new mate- 
rials for the metal finishing industries. 
More room will be available for cus- 
tomer service work which is an im- 
portant part of the company’s opera- 
tions. 


Friedman Elected President 
of Chromalloy Corp. 


The board of directors of Chromal- 
loy Corp., White Plains, N. Y., an- 
nounces the election of Joseph Fried- 
man to the position of president. Until 
recently Mr. Friedman was executive 
vice-president of United States Hoff- 
man Mach. Corp. and continues to be 
retained as a consultant by that firm. 
He has had extensive experience in 
management, sales and finance in the 
manufacturing industry. Harry Harris, 
former president of Chromalloy was 


named chairman of the board and 
Richard P. Seelig, executive vice-presi- 
dent and general manager, remains in 
charge of operations at the White 
Plains plant. 


Alpha Plastics Names Long 
Vice-President — Sales 


Thomas F. Long has been named 
vice-president in charge of sales at 
Alpha Plastics, Inc., Okner Parkway, 
Livingston, N. J., a pioneer in the 
production of rigid, unplasticized poly- 
vinyl chloride pipe and tubing. 


degreaser= 
and Power 


OF 

‘ 
RAMCO 
PRODUCT 


Courtesy Ford 
Motor Car Co., 
Detroit 


Call our Engineering Department for the latest in: 


ULTRASONIC CLEANING MACHINERY 


Complete line of washers, tanks, ovens, and allied 
process equipment. 


AMCO EQUIPMENT CORP. wiv. of Randa’ mig. co., ine. 


807 Edgewater Rd., New York 59, N.Y. @ 


DAyton 3-3900 
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SOLVAY 
HYDROGEN 
PEROXIDE 


Write for SoLvAY Hydrogen Peroxide 
24-page fact book and chart of han- 
dling precautions. No cost! 


SOLVAY PROCESS DIVISION 


— ALLIED CHEMICAL & DYE CORPORATION 
Ae 61 Broadway, New York 6, N. Y. 
——RANCH SALES OFFICES: 


Boston + Charlotte + Chicago - Cincinnati + Cleveland 
Detroit + Houston New Orleans New York 
Philadelphia + Pittsburgh - St. Louis + Syracuse 
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Recently Organized G. S. 
Plastics Co. Offers Specialized 
Services to Industry 


Plastisols, epoxy, vinyl. Neoprene 
and other protective coatings and ad- 
hesives are the basic materials common 
to the many products’ and _ services 
provided by The G. S. Plastics Co., 
new plant and offices at 15583 Brook- 


park Rd., Cleveland 11, Ohio. It is the 
newest member of the group of associ- 
ated firms including The General Sup- 
ply Co., The G. S. Equipment Co. and 
The Singleton Co., all serving the chem- 
ical processing, electroplating and man- 
ufacturing industries. 


William A. Munkacsy is president. 
Associated with him is Thomas R. Gill, 


William A. Munkacsy 


Thomas R. Gill 


president of General Supply, G. S. 
Equipment, and _ vice-president of 
Singleton. 

Munkacsy was formerly president of 
Munray Products and _ Poly-Cyclo 
Products of Cleveland, which he found- 
ed and then operated for 10 years with 
increasing success and growth before 
selling out to Fanner Mfg. recently. He 
was retained by the purchaser as presi- 
dent and general manager for the two 
divisions until he resigned, and subse- 
quently organized The G. S. Plastics 
Co. 

“Bill” Munkacsy is a member of the 
American Chemical Society, Cleveland 
Chapter of the National Paint and Var- 
nish Clubs, and other professional and 
trade groups. 


The new plant has complete, modern 
equipment for coating unusually large 
units. Featured are extensive labora- 
tory and manufacturing facilities for 
custom formulating and_ production. 
The three major services for industry 
are (1) a custom service of applied 
coatings, (2) the manufacture of these 
coatings for resale in any quantity, and 
(3) the manufacture of completed and 


measures necessary. 


Top-quality, low-cost 


ZING SOLUTION 
PURIFIER 


Eliminates heavy metal impurities, including copper. 
Prevents harmful buiid-up of carbonates. 


A complete cleansing treatment: — No other purification 


For ALL Your 
Metal Finishing Needs 
Depend on DAVIES 


The Southwest's Leading Supplier of 
Industrial Plating and Polishing 


@ COATINGS 
@ PLATING RACKS 
@ EQUIPMENT 


@ CHEMICALS 
@ ABRASIVES 
@ ENGINEERING 


WRITE - PHONE - WIRE COLLECT 


Producls Co. Inc. 


228 McKeon Way 
Greensburg, Pa. 
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coated equipment. These coating com- 
pounds, popularly used as inner linings 
and outer coatings for tanks, ducts, 
plating racks, material handling equip- 
ment, rolls, baskets, chutes, hangers, 
conveyor parts, etc., are being further 
developed by the firm to provide new 
products and applications. 


Willis J. Stoddard will be the sales 
and service representative in the De- 
troit and Michigan territory. He heads 
up the recently instituted alkali sales 
division of the company. He is a grad- 
uate of the University of Detroit and 
Wayne University, majoring in chem- 
ical engineering. Mr. Stoddard brings 
to the company twenty-seven years of 


experience in the field of metal treat- 
ing and conditioning. 

James W. Erwin will take over as 
sales and service representative for the 
western Pennsylvania and southwest- 
ern New York territory. Mr. Erwin’s 
background includes chemistry and 
surface coating courses at the Detroit 
Institute of Technology and Wayne 


Neilson Appoints New 
Representatives 


Neilson Chemical Co. announces the 
appointment of John W. Decker as 
sales and service representative for 
the eastern Pennsylvania and eastern 
New York territory, and including 
New Jersey, Maryland and Delaware. 

Mr. Decker is a graduate of the 
Michigan College of Mines and Tech- 
nology and. Wayne University, receiv- 
ing his Bachelor of Arts degree in 
chemistry in 1948. His background in- 
cludes seven years training in the metal 
treating and metal conditioning field, 
four years as development and service 
manager for the Neilson company, and 
three years as a manufacturing re- 
search engineer for the Pontiac Divi- 
sion of the General Motors Corp. 


John W. Decker 


Willis J. Stoddard 


TAKE THE LOAD 
orF rourR FOP 
| 


TRUE BRITE 
BRASS SOLUTIONS 


Trouble Free — Low Cost 
Little Supervision weeded 
Ready To Use — Just Add Water 
Uniform Color — Can Match Colors 


Write For Bulletin on Brass Plating 


TRUE BRITE CHEMICAL PRODUCTS CO 


BOX 31, OAKVILLE, CONN. 
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FILTRATION 


UNDER 
‘DIFFICULT 
CONDITIONS 


acid copper sulphate 
bright nickel 


fluoborates 
precious metals 


electroless nickel 
and other 
critical solutions 


Model 

LSIN series 

full view Lucite 

Filter chamber 

self-priming 
FILTER PUMP UNITS 22225: 
Cap. 50-350 

Gol. per hr 
Self-Priming. Automatic Back-Washing 
Models equipped with cérrosive resistant alloys and 25 models 
materials for every electroplating and industrial solu- designed to fit 
tion from pH O to pH 14. Also available: all plastic your needs 
filter pump with no metal contacts. Removes particles from 50-3,000 
down to one micron in size. Gol. per hr. 


Sethco Mfg. Co., 74 Willoughby St., Bklyn., N. Y. * ULster 5-8940 
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James W. Erwin 


University. Since June, 1951, he has 
been connected in the technical end 
of the phosphate coating field; his pre- 
vious experience being in the capacity 
of service manager until his recent ap- 
pointment as a field representative. 


Fischer & Porter Opens 
Indianapolis Office 


Fischer & Porter Co. announces the 


opening of a sales office in Indian- 
apolis, Ind. The new office will cover 
all territory in Indiana except counties 
in the northwest, which will be serviced 
from Chicago, and counties along the 
southern border, which will be serviced 
from Cincinnati. 


William Morgan, who formerly 
headed the Milwaukee office, will be 
Indianapolis district manager. The ad- 
dress of the new office is 3025 N. Illi- 
nois St., Indianapolis 8, Ind. Phone: 
WAlnut 5-4626. 


Swanton-Sailor Join 
Wyandotte Chemicals 
Sales Staff 


Robert R. Swanton and Ted A. 
Sailor recently joined the Industrial 
Department of Wyandotte Chemicals 
Corp. Mr. Swanton will headquarter in 
the Detroit office; Mr. Sailor in the 
company’s Chicago district. 

Mr. Swanton’s father and his four 
brothers are all engaged in the electro- 
plating or metal polishing industry. He 
has had 13 years experience in the 
electroplating field. Mr. Swanton oper- 
ated his own plating company for three 


Robert R. Swanton 


years, served the U. S. Navy for three, 
and was employed by a plating com- 
pany for five. For the past five years, 
he has been resident inspector for the 
Cincinnati Ordnance District. 


Mr. Sailor began his metal finishing 
career in 1933 with a Chicago plating 
company where he remained 14 years 
including four and a half years in the 


Welded according to plan. 


Your special storage and processing units 
turn out to be just what you expect—the 
right lines—rugged, durable construction— 
efficient operation—when you call on 
STORTs to do the fabricating and the weld- 
ing. You get everything in your order, plus 


| 


the benefit of many years of experience in plant. 


weld fabrication to specification. 


iw CORPORATED 


Manufacturers of Welded Fabrications to Specification 


38 Stone Street 
MERIDEN, CONN. 


Mount Alsop Mixers to 
any tank or container 
—for any fluid mixing 
operations in your 


— 


This Portable 


MIXER 


Will Speed-up 
YOUR 


Cleaning and Degreasing Operations 


Here’s a speedier, low-cost way to 
clean and degrease your work parts. 
An Alsop Mixer will do all the work 
—it will drive and dash the solvent 
through and around the parts— 
cleans them faster, and far more 
efficiently. 

Sturdy, dependable Mixers for any 
size or shape, new or existing Tanks; 
for single or multiple installations. 
Alsop Portable Mixers are easily and 
quickly mounted. Sizes 1/4 to 
7-1/2 HP 


Write Today For ALSOP Mixer Catalogue 


1202 Bright St., Mildale, Connecticut 
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Ted A. Sailor 


U. S. Army. He then joined the metal 
finishing department of Sunbeam Corp. 
For the past seven years, he has been 
a technical sales representative in Illi- 
nois and Indiana, servicing users of 
metal cleaning materials. 


Both Messrs. Swanton and Sailor re- 
cently reviewed recent metal cleaning 
processes at the firm’s chemicals in- 
dustrial research laboratories. 


Additional Space Acquired 
by Octagon Process, Inc. 


Octagon Process, Inc., Staten Island, 
N. Y., announces the acquisition of 
21,000 sq. ft. of additional manufactur- 
ing and storage facilities in buildings 
adjacent to their plant. These addition- 
al facilities will be used to expand their 
industrial cleaning and _ protective 
chemical production to assure contin- 
ued prompt service and delivery. 


This is the third plant expansion 
made in the last six years to meet the 
increased volume of their industrial 
chemical sales. 


Cowles Appoints Swift, 
Changes Department Name 


William R. Swift, an industrial en- 
gineer with extensive experience in 
metal cleaning, finishing, and lubrica- 
tion, is now general field service rep- 
resentative for Cowles Chemical Co., 
Cleveland, Ohio. Coincident with this 
appointment came an announcement 
that the name has been changed from 
Metal Cleaner Dept. to Metal Finish- 
ing Chemicals Dept. 


William R. Swift 


Swift is an industrial engineering 
graduate of General Motors Institute. 
He will provide liaison between the 
firm’s research and service laboratories 
in Skaneateles Falls, N. Y. and the 
technical men regularly contacting the 
metal finishing trades. His duties are 
expected to include service on estab- 
lished brands as well as field develop- 
ment work on new products. 

Swift, a native of Detroit, has moved 


GENERATORS 
Anodes, All Kinds Tallow 
Brushes Rouge 
Buffs Emery Paste 
Chemicals Cleaners 
Tripoli Comp. Emery 


Acme White Finish Glue 


BEAM-KNODEL CO. 


Metropolitan Distributors 
HANSON-VAN WINKLE-MUNNING CO. 


HOW REDUCE 
PIPE COIL COSTS 


Old-style pipe coils are obsolete. They are too costly. 


Ask for Bulletin 355 and learn all about the modern 


DEAN TWERMO-PANEL 


If you are now using old-style coils on important work you will 


Complete Service for Metal Finishing 


Products Listed Below Available in New York 
Stock With Reasonable Exceptions 


Nickel Salts 
Copper Salts 
Cyanide 

Tanks, All Kinds 
Plating Barrels 
Polishing Wheels 
Polishing Lathes 


discard them and you will install Dean Thermo-Panel Coil. It usually 

pays well to make the switch. Finishing, plating, cleaning executives, 

etc., who have made a careful study and comparison, are now specify- 
ing DEAN. 

For example, at 

the left we show 


a Dean Thermo- 
Panel Coil in a 
plating tank. It is 
NOT a coil. It 
TAKES THE 
PLACE of pipe 
coils. Costs less. 
Weighs less. Re- 
quires less space. 


More efficient. More economical. Much better in every way. 


WHICH DO YOU WANT? 


Check the squares below. Clip out. Mail to us with your name, firm ‘ 
name, and address. If you have a steam heating or cooling coil prob- Aeks 
lem our bulletins will tell you how to solve it. If desired our special- 
ists will help. 


195 LAFAYETTE ST., COR. BROOME 
Phone CAnal 6-3956-7 NEW YORK 12, N. Y. 


FILTERS 


Bulletin 257 — Design and Price Information. 
? Bulletin 355 — 52 pages of Technical Data. 
— he ve BACKED BY 20 YEARS OF PANEL COIL MANUFACTURING. 
ing olishing 
Materials PRODUCTS DEAN THERMO-PANEL COIL DIVISION 


61 Ave.,” = 
DEAN PRODUCTS, INC. 3 Franklin Ave. BROOKLYN 38, N. Y. 
Tel. ‘Sterling 9-5400 
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to Cleveland and will make his head- 
quarters at the company’s general 
offices, 7016 Euclid Ave. 


Rosen Named Technical 
Director at Kaye-Tex 


The appointment of Martin Rosen 
to the post of technical director has 
been announced by Kaye-Tex Mfg. 
Corp., Yardville, N. J., producers of 
plastic sheeting. Mr. Rosen joined the 
company in 1952 as a chemist. He 
also held the position of chief chemist 
and has been a member of the tech- 
nical sales staff. 


Mr. Rosen will also be responsible 
for the direction of technical activities 
of the company’s wholly-owned sub- 
sidiary, Kaykor Industries, Inc., man- 
ufacturers of vinyl and other structural 
and lining ‘materials for corrosion-re- 
sistant construction, 


Parker Promotes Thompson 


E. B. Thompson, assistant sales man- 
ager of Parker Rust Proof Co., Detroit, 
Mich., has been promoted to the post 
of general sales manager. 


E. B. Thompson 


Mr. Thompson joined the company 
19 years ago when he graduated from 
the University of Michigan, and was 
assigned to the New York office sales- 
service staff. He was later promoted to 
Western Region and Chicago Office 
manager, which post he held for 8 
years before his transfer to Detroit 
as assistant sales manager. 


Sales Changes Announced by 
Raybestos-Manhattan 


An extensive reorganization of the 
field sales structure of the Manhattan 
Rubber and Packing Division has been 
announced by Raybestos-Manhattan, 
Inc., Passaic, N. J. 

The new regional managers and 
their respective district managers are 
as follows: 

R. F. Teeling, Eastern regional man- 
ager, with Stewart Monroe as New 
York district manager, J. T. M. Frey, 
New Jersey district manager, and F. 
McBrearity, Philadelphia district man- 
ager. 

A. L. Hawk, Central regional man- 
ager, with A. N. Johnston, Jr. as Pitts- 
burgh district manager, G. S. Hime- 
baugh, Chicago district manager, and 
E. T. Fair, Denver district manager. 

C. P. Shook, Jr., Southern regional 
manager, with A. A. Ringland as Bir- 
mingham district manager, A. E. Jack- 
son, New Orleans district manager, E. 
W. Nagel, Dallas district manager, and 
R. C. Nielson, Houston district man- 
ager. 


S. V. V. Hoffman, Western regional 


Producers 


NICKEL 
ANODES 


HARRISON & COMPANY, 


since 


1923 


Cast and Rolled 
All Lengths 


Prompt Delivery 


SABIN 


METAL CORPORATION 


310 Meserole St. 
Brooklyn 6, N. Y. 
EVergreen 1-5000 
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BUFFING COMPOUNDS 
CAKE — BAR SPRAY — DIP 


CEMENTS 
for 
ROLLS — WHEELS - BELTS 


BOX 457 
HAVERHILL, MASSACHUSETTS 
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anager, with R. B. Park as San Fran- 
isco district manager. 


stine Elected President 
of Pangborn Corp. 


Victor F. Stine has been elected by 
ihe stockholders, as of January 1, 1957, 
io serve as the new president of Pang- 
born Corp., Hagerstown, Md., manu- 
facturers of blast cleaning and dust 
control equipment. Concurrent with 
Mr. Stine’s appointment, Ralph M. 
Trent assumes the duties of a director 
and executive vice-president and W. O. 
| edder was elected a_ vice-president. 
Thomas W. Pangborn, founder and 
president of the corporation since 
1904, will continue to serve as chair- 
man of the board of directors, while 
John C. Pangborn, former Ist vice- 
president, will fill the office of vice- 
chairman of the board. 

Mr. Stine, with the company for 45 
years, started as a bookkeeper, pro- 
gressed through diversified activities 
and, in 1935, became 2nd vice-presi- 
dent and sales manager. In 1941 he 
became vice-president in charge of 
sales and engineering and, since 1951, 


Victor F. Stine 


has been a director of the corporation. 
Mr. Trent, with the corporation for 
27 years, has served as district sales 
manager in Pittsburgh and, since 1947, 
has been manager of the firm’s Pacific 
Coast field organization. Trent will 
now be located in Hagerstown as a 
director and executive vice-president. 
Associated with the company for 28 


years, Mr. Vedder will continue to be 
in charge of the dust control division 
with his new position as a vice-presi- 
dent. 


Hayden Named Assistant to 
President of Stanley 


E. McKendree Hayden has been ap- 
pointed special assistant to William H. 
Baldwin, president of The Stanley 
Chemical Co., a subsidiary of The 
Stanley Works, located in East Berlin, 
Conn. Named to succeed Mr. Hayden 
as technical director of the company 
is Robert F. McTague, who has been 
assistant technical director. 


In this new post, Mr. Hayden, who 
remains a vice-president and director 
of the concern, will be responsible for 
the development of new products, es- 
pecially in the fields related to plastics. 
He has been one of the pioneers in the 
development of plastisols and organi- 
sols and has directed the technical 
program of the company for the past 
20 years. 


A native of Colorado, he was gradu- 


ated from Hotchkiss School and Yale 


Model No. 203A CLAIR 
Surface Finishing Machine 
is YOUR answer! 


Single Spindle Vacuum or 
Platform Table Design. It will 


Enthusiastically 
accepted for such 
application as: 
AUTOMOBILE TRIM 
Photo Engravure Stock 
NAME PLATES 


Industrial Jewelry, metal accommodate work up to 48” 
or plastic panels; wood, long and 40” wide, or as many 
brass, copper, etc., etc. small pieces per load as can be 


nested on the table. 


Let us know YOUR finishing 
problems for a detailed answer 


MANUFACTURING CO., Inc., OLEAN, N.Y. 
Offering the Most VERSATILE Line of Surface Finishing Machines 
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Easy 
TANK LINING 


RUBBERITE 


Just heat 


Provides a lasting lining that withstands acids and caustics at 
room temperatures, A standby of Platers for over 25 years. Effec- 
tively protects wood or steel tanks. Easily applied in your own 
shop—just turn tank on side and fasten board on edge as illus- 
trated. Then heat Belke Rubberite to 300° F. and pour over surface. 
Surfaces to be coated require no special preparation but should be 
reasonably clean. 

When Rubberite cools, it has characteristics similar to soft rub- 
ber. Will not crack, scale, or run in the hottest weather. Write 
for complete information. 


ot 


a 947 North Cicero Ave. 

| Chicago 51, 
EVERYTHING FOR PLATING PLANTS 
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University in 1914 with a B.A. degree. 
He also received a B.S. degree from 
the Massachusetts Institute of Tech- 
nology. He was first employed as di- 
visional superintendent of Merck & 
Co. and later was a chemical engineer 
for the U. S. Bureau of Mines. In 1917, 
during World War I, heewas appointed 
commanding officer of the Kingsport 
Branch, Edgewood Arsenal, Tenn. 

Mr. Hayden joined the company as 
a chemical engineer in January, 1919. 
He subsequently became works man- 
ager and technical director and was 
elected vice-president, a director and 
secretary of the company on November 
23, 1936. 

He is a member of the American 
Chemical Society, American Society 
of Testing Materials, New York Paint 
and Varnish Production Club, Alpha 
Chi Sigma chemical society and Sigma 
Xi engineering society. He is a fellow 
of the American Institute of Chemists. 
He belongs to the Yale Club of New 
York City. 

Mr. McTague joined the company 
as a chemist in 1940 and became re- 


search director in 1946, He was named 
assistant technical director in 1956. 

He rose from private to first lieuten- 
ant in the U. S. Army Chemical Corp. 
during World War II and from 1944 
to 1946 he was on a government re- 
search team. After his discharge he 
remained as chief chemist with the 
U. S. government Rubber Reserve 
Corp. at Akron, Ohio. 

A native of Worcester, Mass., he 
was graduated from Holy Cross Col- 
lege in 1939 and a year later, received 
an M.S. degree in chemistry there. He 
has completed post graduate work at 
the University of Akron and Case In- 
stitute of Technology. He is a member 
of the American Chemical Society and 
the American Association for the Ad- 
vancement of Science. 


Hagan Corp. Changes Name 


Hagan Corp. changed its name to 
Hagan Chemicals & Controls, Inc., 
effective January 1, 1957. At the same 
time its subsidiaries, Calgon, Inc., 
Hall Laboratories, Inc. and The Buro- 
min Co. will be merged into the par- 


ent company. Calgon and Hall will 
continue as divisions. 


Thanks for Your Christmas 
Cards! 


We acknowledge with sincere thanks 
the kind thoughts expressed in the 
Christmas cards received from the 
following: 


Aerolineas Argentinas 
Amatore, Anthony 
Aurilyte Process Co. 
Aurochem Co. 
Auromet Corp. 

Avco Lycoming 


Bakinow, Leo. J. 
Barker Bros., Inc. 
Beaver, Le Roy 
Beresford, L. G. 
Boggess, T. 
Briganti, Anthony 
Briganti, Frank 


“Car Load” Andy 

Carborundum Co. 

Clarin, David X. 

Consolidated Electrodynamics Co. 
Crane, Dick 


De Ricco Bros. 
Diamond Alkali Co. 


BONDING CEMEN 


for Wheels and Belts 


— Finer Breaks 


competitive test. 


LEA-MICHIGAN, INC. 


GREATER FLEXIBILITY 


surfaces? A test of Gripmaster under your working 
conditions will prove it superior from 

this angle. Send for a generous size free sample, 
enough to let you make a convincing 


14066 Stansbury Ave., Detroit 27, Michigan 
{A member of the well-known Lea Group of Finishing Specialists) 


Stock No 


Non-Breakable Sturdy 


POLYETHYLENE 
CONTAINERS... 


TANKS ARE MOLDED IN 
ONE PIECE — WITHOUT 
SEAMS AND WITH INNER 
FLANGES FOR SUPPORT 


PPI Containers will with- 
stand most acids and 
alkalies at temperatures 
up to 160°F. 

Tank Sizes and Prices 


5-PT 15-PT 55-PT 
Capacity (gals) 5 55 


Price Each $7.50 $16.50 $21.75 $24.00 
LIGHTWEIGHT @ LONG LASTING @ NON-BREAKABLE 


POLYETHYLENE PAILS - 


Isn’t that what you want in a wheel or belt Cover Sizes and Prices 
a condition that permits the abrasive grains aa . Stock No. 5-PTC 15-PTC 30-PTC ssete 
to get into crevices and go around curved ness 1/16" 1/16" 3/32" 1/8” See (geh) 8 


Price Each $3.50 $4.00 $4.50 sane 


IN PASTEL 
COLORS 
MOLDED IN ONE PIECE FROM NATURAL 


POLYETHYLENE . . . with GALVANIZED PAIL 
Pail Sizes and Prices 
Stock No. 11-PP 14-PP 17-PP | Covers Available 
Capacity (qts.) 11 4 7 for 11 qt. Pails ONLY 
Height Cover Price 
Diameter 10” 80c Ea. 
Price Each $3.00 $3.50 $4.00 Stock No, 11-PPC 


PLACE YOUR ORDER TODAY! 


Lea-Michigan, Inc Dependable PPI Pood facts 
ease send RACKS « WIRE BASKETS & W 
1 14066 Stansbury Ave. © ”! ws your free semple of GRIPMASTER. RUBBER DRUM LINERS « ACID CONTAINERS © ANODE 
OKS UZALL ANODE HOOKS FIBERGLAS TANKS, 
| Detroit 27, Mich. C) Please send us literature giving full details. DUCTS, & HOODS « ANODE ROD COVERS « PLASTIC 
COATED DIPPERS & PAILS e PLASTIC PLUGS 
Title STEEL TANKS STAINLESS STEEL TANKS LEAD 
“et , LINED TANKS ¢ PLASTIC LINED TANKS 
Add mr -2-57 PRODUCTS, Inc. 
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Faint, Edward Nadel, Milton 


Fletcher, Austin Nankervis, Geo. L. 
Fotheringham, W. M. 
Foulke, Don Associations and Societies 
Goble, Sherm Pennsylvania Salt Mfg. Co. 
Goldwasser, Irving Perfecting Service Co, : 
Gore-Serwer, Inc. Pesco Plating Equipment Corp. AMERICAN ELECTROPLATERS’ 
Graham & Associates, Inc., Hugh H. ele sei Co., Ine. SOCIETY 
Haas, Emil 
Haas, Joseph Ramanlal & Co., K Newark Branch 
Hague, Louis 7 
Harry The Newark Branch Annual Educa- 
Hazucha, Rudy : ; tional Program was held on December 
Hinterleitner, Ernest J. Sangamo Electric Co. 14, 1956 with sixty-five members pres- 
Huston, Ken Schore, George ent in spite of the rain and cold. 
Instituto Electroquimico, S. A. oenete, Louis President C. Struyk accepted the res- 

Siefen Co., J. J. 

Solart Mfg. Cor ignation of Dodd Carr as chairman of 
Sulphur Co. the Newark Electroplating School Com- 
Equipment: mittee, expressing the gratitude of the 
Kellner, Dr. Henry L. Taormina, Silvio C. Branch for a job well done and best 
Kelly, Clyde Tourney, George ; wishes for a similar national activity 
Kovatis, Peter Tyson & Co., Inc., O. S. Dr. Carr will head up. 
MacDermid, Doug Wagner Advertising, Jules An application for membership was 
MacStocker, Frank Wagner Brothers, Inc. reecived and P. Peter Kovatis was wel- 
Mallia, Harold J. Wah Fong Electric Co. comed into the Branch as a transfer 
Merchants’ Metal Trimming Co. Walter, John from member-at-large. Seven new mem- 
Metal-Cladding, Inc. Wernick, Simon hese wee elected te membership 
Metal & Thermit Corp. Wernlund, Chris J. foll 
Mills, Bob Widbideess Carp. ollows: Jim Lind of Weston Electric, 
Mohler, J. B. Floyd Poling of Industrial Systems, 
Munning & Munning Zell Products Corp. David Foxman of Abby Record Mfg. 


UNDER ACTUAL PRODUCTION CONDITIONS 


We cordially invite you to bring your product parts 
and pieces into our conveyorized pilot laboratory and 
personally supervise a complete METABOND rust- 
proofing operation. 

You can be the judge. Make any comparison you want 
with your present rustproofing process. We know you'll 
be convinced METABOND does the job better. 


INTERNATIONAL RUSTEROOF CORPORATION 


1575 MERWIN AVENUE - + CLEVELAND 13, OHIO 


MANUFACTURERS OF RUST PREVENTATIVES & CORROSION SOLVENTS 
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NICKEL 


SULFATE 


NICKEL 


CHLORIDE 
IMMEDIATE DELIVERY 


DIRECT FROM THE FACTORY 
. . . by America’s foremost importer and exclusive 
factory representative. Rigid quality controls assure 
you of a pure product—and the price 
is right, too! 


ROWNING CHEMICAL CORP. 
150 Broadway New York 38, N. Y. 
TEL: RE 2-0773 
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Co., Thomas Monte of Breeze Corp., 
Francis Wecht of Becton, Dickinson 
and Co., Robert Steers of Central Elec- 
tronics Mfg. Co., and Frank Koble of 
Koble Equip. and Tank Co., Inc. 


William Grigat announced all was 
arranged for the Christmas Party and 
asked all holding reservations to be 
sure to attend. George Wagner stated 
an up-to-date financial report would 
be made after the Christmas Party 
bill was paid. 

Dr. Carr then introduced the speak- 
ers of the evening—W. K. Murray of 
Enthone, Inc. and E. L. Combs of Dia- 
mond Alkali Co., who spoke on “Over- 
coming Problems in Electroplating” 
and “Decorative and Hard Chromium 
Plating”—both of whom presented in- 
teresting papers well received by the 
audience. 

On Saturday night, December 15th, 
the annual Christmas Party was held 
at the Robert Treat Hotel with a little 
under 300 present. A limited poll after 
the party showed this to have been one 
of the best parties Newark has had 
in years. 


D. Gardner Foulke 


Indianapolis Branch 


The Indianapolis regular meeting 
was held on December 5, at Fox’s 
Steak House with 37 regular members 
and guests present. Dave Sivertsen re- 
ported that the “paper committee” was 
proceeding with the topic the branch 
approved. Fritz Anderson advised a 
Tri-State committee meeting had ar- 
ranged for the printing of tickets and 
that a movie had been planned for the 
March 30 meeting. He also advised 
that some of the St. Joseph Valley 
members were interested in becoming 
a part of Tri-State. 


Harry Smith made a motion that 
delegates of the Indianapolis Branch 
proceed to invite the St. Joseph Valley 
Branch for further negotiations to en- 
ter Tri-State. Les Reynolds made a 
motion that John Hood be sent as the 
official delegate to attend the interim 
meeting January 11, 1957 at Pitts- 
burgh. 

Loren Stevens introduced J. G. 
Seiter, guest speaker who represented 
the F. J. Stokes Co. Mr. Seiter gave a 
very good picture of the new growing 
industry of vacuum metallizing. 


Many questions were answered ani 
all present realized that Mr. Seiter hac 
given a very good idea of what to ex- 
pect from the vacuum metallizing field. 

The meeting was adjourned at 9:30 
P.M. 


Paul Freeman 
Secretary 


Central Michigan Branch 


The Central Michigan Branch held 
its last meeting of 1956 on December 
11, at the Porter Hotel in Lansing. 

The speaker for the evening was 
Ralph Pettit, technical advisor to the 
Metal Industries Department of the 
Diversey Corp., whose subject was 
Aluminum Finishing. The talk and 
color film stressed the very latest pro- 
cesses for finishing aluminum, and was 
of interest to everyone. A social hour 
followed the program. 

Earl D. Creese 
Publicity Secretary 


Pittsburgh Branch 


After dinner, which was attended by 
eighteen members and guests, the reg- 
ular December monthly meeting of 
the Pittsburgh Branch was opened by 


SUPER MARKET for ANODES 


buy DIRECT from METAL CONVERTER! 
Nickel anodes up to 93 inches in length . . . of 
the highest purity. Density of anodes is at a 
maximum. Longer life in plating bath. 


ANY QUANTITY 
1 5 c PER POUND 


FOB UNIVERTICAL 


NICKEL RECASTING PRICE SCHEDULE 


only purity 
accepted 


Laboratory Controlled 


PROMAT 


PROMAT has the finest 

in metal preparation, alloy 
plating, cadmium plating, 
chromate finishes, copper 
plating, zinc plating and 
miscellaneous purifiers and 
anti-foam agents. 


PROMAT will gladly prepare 
_ @ sample for evaluation, 
furnish you with technical 
bulletins and information 
or assist you in any way 
possible. 


PROMAT a vivision or POOR & CO. 


851 S. MARKET STREET - WAUKEGAN, ILLINOIS 
'‘PROMAT MEANS PROTECTIVE MATERIALS’’ 
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Copper-Electro Deposited 
Copper-Cast Round 3” Dia. 
Copper-Cast Round 212” Dia. 
Copper-Cast Beehives 
Copper-Cast Balls 
Copper-Forged Balls 
Copper-Rolled Oval 112” x 3” 


Write or wire for best price and delivery on the following Anodes: 


Phos. Copper 
White Brass 
Zinc 


UNIVERTICAL 


FOUNDRY AND MACHINE COMPANY 


14841 MEYERS RD. « BRoadway 3-2000 « DETROIT 27, MICH. 
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le, HARD CUTTING ON 
IRREGULAR SURFACES 

of stainless steel « common: 

steel 


BUFFING OUTPUT 
See pages 19, 114, 117, 118 


American Burr Company 


2414 South LoSalle Street Chicago 16, Illinois 
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il. Ceresa, president. The branch voted 
o membership in the Society Bruce 
VY. Wilson of Pennsalt Mfg. Co. and 
Guy M. Lester of We-Sa Mfg. Co. Both 
;new members were present and intro- 
duced to the group. One application 
for membership was also read, having 
been approved by the board of man- 
agers. The new applicant is John C. 
Fugazzt. He will be voted on at the 
next meeting January 11. 


W. S. McCormick reviewed his re- 
port of the October meeting on the 
Ladies Auxiliary and their meeting 
with the Branch for dinner in Febru- 
ary. A motion was made to accept the 
committee’s recommendations unani- 
mously. President Ceresa expressed his 
wish that all possible attend the In- 
terim Meeting next month and also the 
branch meeting which has_ been 
changed from its usual time to Friday, 
January 11. 


Librarian R. Woehrle introduced the 
speaker for the evening. C. J. Owens 
of Mellon Institute. Mr. Owens dis- 
cussed “Impurities—Their Effect on 
Nickel Plating” as studied under Pro- 
ject No. 5 of the A.E.S. 


Following a break for refreshments, 
the door prize drawing was held. Ed 
Keller was the winner and J. Kessler 
of Van Straaten Chemicals was the 
donor. 


A short discussion of the subject 
closed the meeting. 
Fred Stevens 
Secretary 


Chicago Branch 


After an interesting business meet- 
ing and a delicious dinner on Friday, 
Dec. 14, we were priviledged to hear 
two speakers. In accordance with the 
two for one policy this year, Christo- 
pher Marzano, a member of the Chi- 
cago Branch for many years, gave an 
interesting talk on electrodeposits of 
uranium from a fused salt bath. Chris 
did this work while doing research at 
Argonne National Labs. He is present- 
ly connected with Amphenol Electron- 
ics Corp. 


The main speaker of the evening 
was John Juner, president of Electro- 
Glo Co. John is a graduate chemist 
and has done a lot of the original work 
in the developing of solutions for both 


the electro-coloring of metals as well 
as in the field of chemical coloring of 
base metals. This background plus his 
additional experiences in operating a 
job-shop and selling chemicals to the 
trade well qualifies him to speak on 
the subject of electropolishing. John 
gave a very interesting historical 
resume of the process including the 
chemical composition of many of the 
earlier solutions. After a detailed de- 
scription of present day methods, 
equipment, and solutions the speaker 
operated a small unit which was set up 
on the speakers platform. Samples of 
finished parts were distributed among 
the members present. The meeting was 
adjourned after a rising vote of thanks 
for the speakers. 

J. C. Corre 

Publicity Chairman 


Capitol District Branch 


The third annual Christmas party of 
the Capitol District Branch was a huge 
success. It was held December 8th at 
the Willowbrook Inn, Scotia, N. Y. 

The steak dinner was delicious. Pete 
Emma’s Orchestra enlivened the re- 
mainder of the evening with excellent 


7 IMPORTANT REASONS 
WHY YOUR COMPANY NEEDS 
THE METAL PARTS 


POWER OPERATED WASHER 


. Departmentalize Your Cleaning, 
Save Time and Transportation. 


2. Fully Automatic. 


3. Adaptable For Use with 
Solvents, Alkalis or Acids. 


4. Powerful Agitating Action 
Cleans Fast, Effectively 
and Without Waste. 


5. Suitable For Cold 
Operation or With Steam, 
Gas and Electric Heat. 


6. Exclusive 3-Way Control 
Valve Automatically Raises 
and Lowers the Tray For 
Easy Loading. 


7. Two Or More May Be 
Operated In Tandem For 
Wash, Rinse, Dip Or 
Other Cycles. 


For the Finest in 
PLATING 
RECTIFIERS 


A BETTER SOURCE OF DC POWER — 
MORE FOR YOUR MONEY 


* Operate from —40° to 225° F. 
* 50 to 50,000 Amperes DC 


GET THE FACTS — Write for Bulletin on 
Complete _ Specitications for the CIRCO 


Power Ag 


eaners. Available in 


Several Sizes with os Operated or Motor 
Operated Agitation Mechanism. 


‘erminal Avenue, Clark (Rahway), New Jersey 
OFFICES IN| PRINCIPAL CITIES Nation-Wide Engineering Field Service 
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* Built-in Voltage Regulator and Meters 
* Heavy Duty Transformers, Husky Fans 
Two styles available—1. Selenium for 
cool zones, or 2. Magnesium copper sul- 
phide for the hot, dirty jobs. Units still 
running after 4 years of constant duty. 


Replacement Rectifier Stacks 
for Lektron or Udylite-Mallory 


Magnesium copper sulphide rectifiers 
make your plating power supply more 
rugged and dependable. Magnesium 
radiator fins for fast heat dissipation 
and lighter weight. Matching pairs. 


odel 4045—750 12 
ps. at 6 


SOME JOBBERS AND SALES TERRITORIES OPEN 


ELECTRONIC RECTIFIERS, INC. 


2102 SPANN AVENUE 


INDIANAPOLIS 3, INDIANA — 
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dance music and provided comic skits 
with audience participation. 

The branch is especially appreciative 
of the efforts of Ed Frieberg, commit- 
tee chairman as well as his committee, 
fom Barile and William Nelson and 
President Jack O'Connor. 

E. V. Raymond 


Secretary 
Dayton Branch 
The Dayton, Ohio Branch will hold 


its Eleventh Annual Educational Ses- 
sion and Dinner Dance on Saturday, 
March 9, 1957 at the Hotel Biltmore, 
Dayton, Ohio. 

Three outstanding papers will be 
given at the Educational Session start- 
ing at 1:30 P.M. It is hoped that Presi- 
dent Samuel Heiman will be able to 
attend and be the honorary chairman. 
The speakers and their topics are: 

C. E. Kimmel, Dow Chemical Co.; 
“Finishing Magnesium.” 

Kenneth Huston, Armco Steel Corp.; 
“Surface Preparation of Stainless 
Steel.” 

Myron Diggin, Hanson-Van Winkle- 
Munning Co.; “Latest Developments 
in Nickel Plating.” 

The Dinner Dance in the main ball- 
room will start at 6:30 P.M. Tickets 
are available at $6.50 per plate from 
Ticket Chairman, Bennie Cohen, 1256 
Wilson Dr., Dayton 7, Ohio. 


Los Angeles Branch 


Executives of 14 of the 21 firms 
who hold sustaining memberships in 
Los Angeles Branch were honored at 
a special Sustaining Membership Pro- 
gram which featured the branch’s 
opening meeting of 1957 on January 
9 at Rodger Young Cafe, Los Angeles. 


Officers and representatives of sus- 
taining members were grouped at a 
separate table and each was individu- 
ally introduced by Kenneth C. John- 
son, chairman of the research commit- 
tee. 


Representatives of sustaining firms 
present at the meeting were the follow- 
ing: Robert Coombs, Crown City Plat- 
ing Co., Pasadena, Stanley Kritzer, 
North American Aviation, Inc., El Se- 
gundo: and the following from Los 
Angeles: Harvey Hunt, Alert Supply 
Co.; George Peters and Stewart Kren- 
tel, Kelite, Inc.; Charles King, Surface 
Alloys; Edward Conferd, Virtue Bros.; 
Oscar Gast, Modern Plating Co.; 
Roger Sundmark, Sundmark Supply 
Co.; Paul Franks, Price-Pfister Co.; 
Don Bedwell, Hall-Mak Co.; Tony 
Stabile, Associated Plating; John Mill- 
horn, Millhorn Chemical & Supply 
Co.; Ben Tarver, L. H. Butcher Co.; 
and George Hetz, Mefford Chemical Co. 


Unable to send representatives to 
the meeting were six other sustaining 
members: Barber-Webb Co., Nichols 
Plating Co., Rheem Automotive Man- 
ufacturing Co., Standard Nickel & 
Chrome Co., Turco Products, and 
Wildberg Bros. 

Johnson explained how the A.E.S. 
research program was established at 
the National Bureau of Standards at 
Washington in 1927 with Dr. William 
Blum conducting the early experiments, 
which were financed with funds con- 
tributed by A.E.S. members and firms 
interested in the progress of metal fin- 
ishing sciences. 

Emmett Babcock took the story from 
there and related the progress of A.E.S. 
research to its present status. He out- 


lined the various important projects 
now underway and others which wil! 
be launched by the national society as 
soon as a capable project director can 
be determined upon. 


Approximately 75 members and 
guests were present at the January 
meeting. Seven new members, all of 
whom were present for the initiation 
ceremony, were inducted by President 
Stoner. The new members are D. W. 
Beeson, Nathan Robinson, Vern Hin- 
derer, Peter LaBarbara, R. J. Swisher, 
Downey Morgan and Jerome Weaver. 
Applications were received from James 
Pelham, C. J. Bockman, Russel Davis, 
Norman J. Fell, Willard Arkel, E. 
Barker, Robert L. Cooms, and Charles 
King. 

President Stoner appointed a three- 
man nomination committee to recom- 
mend a slate of branch officers for 
1957. Serving on the committee are 
Stuart Krentel (chairman), Ed Wells 
and Earl Arnold. The election will be 
held at the March 13 meeting. 


In rounding out his committee as- 
signments for the 1960 A.E.S. conven- 
tion in Los Angeles, Co-general chair- 
man George Hetz announced _ that 
Larry M. Henderson had been named 
chairman of the hotel committee. Har- 
vey Hunt, general chairman for the 
branch’s 1957 educational session 
(March 23), held a meeting of all his 
committee chairman on January 14 to 
iron out final plans for that affair. 


Platers of the Los Angeles area have 
in prospect a real treat on the night 
of February 13 when charter members 
of the branch will be honored. The 
night has been designated as Charter 
Members Night. Earl Coffin, himself a 


FOR NON-STREAK, FAST CUTTING 


See pages 19, 112, 117, 118 


American Burr Company 


2414 South LaSalle Street 
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IMPROVE PLATING and 
ALKALINE DE-RUSTING 


UNIT PROCESS ASSEMBLIES, INC. 


61 East Fourth Street + New York. 3, N_Y. 


WITH 
PERIODIC- 
REVERSE 
UNITS 

OF 

FINEST 
QUALITY 


WRITE FOR INFORMATION 


129/Circle on Readers’ Service Card 


| 
\ 
j ‘ 
m 
th 
Ol 
fois 
as 
rq ui 
by 
fc 
ik 
fi 
m 
th 
el 
ce 
\ 
| tc 
| m 
n 
n 
d 
tt 
| 
A 
| is 
AND HIGH-LUSTRE FINISHING 
CUTS AND COLORS | a 


under of the branch, as chairman of 


e evening, announced that an effort 
ill be made to persuade every charter 
ember still residing in California to 
eitend. He estimated there were some 
or 9 old-timers still on the West 
oast. His committee assistants are 
Phillip Simon, Ed Wells and George 
\/agurean, 


att 


The part of the program which is 
expected to appeal to old and new 
members alike, Coffin declared, will be 
the talks by various of the old-timers 
on shop techniques, plating and_pol- 
ishing methods of 35 and 40 years ago, 
as compared with modern methods in 
use today. Some of the charter mem- 
bers have careers dating back to be- 
fore World War I, when platers tested 
ithe pH of solutions by sticking in their 
finger, Coffin, said, and will relate 
many more out-moded practices of 
those days. 

Men like Coffin, Don Bedwell, Clar- 


ence Thornton and Ray Vasquez, whose 
careers span the gap between pre- 
World War I and post-World War II, 
will discuss plating methods from the 
erude and unscientific days of 1915 
to the electronically controlled auto- 
matic plating techniques of 1957. 


DECEMBER LADIES NIGHT 


The distaff side turned out to the 
number of close to 50 on the night of 
December 14 which had been desig- 
nated as the annual Ladies Night. The 
chief purpose, as announced by Presi- 
dent FE. Truman Stoner, was to permit 
the branch ladies to become better ac- 
quainted, since they will be called upon 
to serve on various ladies committees 
when the Supreme Society convention 
is held in Los Angeles in 1969. 

Following dinner in the main ball- 
room of the Rodger Young Cafe, a 
fashion show was presented by models 
of the Mari-Lyn Dress Shop of Los 
Angeles. Stoner introduced the fashion 
commentator, Mrs. Louise Thompson 
who, in turn, presented a sextet of 
beautiful models who paraded before 
the A.E.S. ladies with the latest crea- 
tions in sports, home, dinner and 
dance dresses, coats, hats and acces- 
sories. The only complaint from the 
male contingent developed when it was 
definitely determined that no bathing 
suit models would be displayed. 
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New York Branch 
The New York Branch will hold its 


Annual Educational Session and Ban- 
quet at the Hotel Statler. New York 
City, on Saturday, March 2, 1957. 

The technical session will be held at 
2:30 P.M. The speakers will be: Cleve 
Nixon, head of Electrochemistry Div.. 
General Motors Research Labs., De- 
troit, Mich., “Conservation of Nickel 
in the Plating Room”; Leonard Ches- 
worth, Chief Chemist. United Carr 
Fastener Corp., Cambridge, Mass.. 
“Modern Trends in Barrel Plating”: 
Dr. Henry Brown, head of Research. 
Udylite Corp., Detroit Mich.. “Surface- 
Active Agents in Plating.” 


The Chemical Institute of Canada 


The 11th Divisional Conference of 
the Protective Coatings Division of 
The Chemical Institute of Canada will 
be held in Toronto, February 21, 1957, 
at the Seaway Hotel, and in Montreal. 
February 22, 1957, at the Ritz Carlton 
Hotel. The same program is scheduled 
for both cities. This continues the suc- 
cessful two-city meetings that this Divi- 


sion inaugurated in 1953. 


The speakers will include: W. M. 
Kraft, Heyden Chemical Corp., “Con- 
siderations in the Processing and Uses 
of Pentaerythritol Alkyds”; J. A. Hos- 
sack, Ferro Enamels (Canada) Ltd., 
Oakville. “New Developments in In- 
organic Coatings’; W. N. B. Arm- 
strong, assistant director, department 
of chemistry, Ontario Research Found- 
ation and J. W. Suggitt, supervising 
chemist, research division, Hydro-Elec- 
tric Power Commission of Ontario, 
“Coatings Evaluation and Laboratory 
Correlation with Field Experience”: 
R. R. Hunter, A. V. Roe Co., “Coatings 
for High Speed Aircraft”: and W. B. 
Anderson, Titanium Pigment Corp.. 
New York, “The Properties and Uses 
of Some Organic Compounds of Titan- 
ium.” 

A. J. Lilly, manager of aircraft sales. 
Canadair Ltd., Montreal. is to be the 
luncheon speaker at both sessions. His 
subject is “Supersonic High Speed 
Test Flying,” in which he will describe 
the experiences of a test pilot flying 
high speed aircraft. 


get the new 
booklet on 


BARREL 
FINISHING 


The Abbott Method of 


BARREL 
FINISHING 


THE ABBOTT BALL COMPANY 


Producing carbon steel bearing balls since 1910 
1052 New Britain Avenue, Hartford 10, Connecticut 


Abbott’s new booklet gives the 
latest information on barrel finish- 
ing by the Abbott Method. It des- 
cribes equipment and materials 
and how to use them. The abbot 
introduces to barrel finishers the 
new Abbott Welded Steel Barrel— 
now available for the first time. 
The booklet, “The Abbott Method 
of Barrel Finishing,” is a must for 
methods engineers and production 
men everywhere. 


“Send for your copy today” 


the abbot 
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National Ass’n. of Metal Finishers 


Harold W. Baker 


Harold W. Baker, Electro Galvaniz- 
ing Co., Chicago, Ill., has been named 
1957 annual meeting chairman of the 
N.A.M.F. According to an announce- 
ment by N.A.M.F. President John 
Palik, Jr., Baker will be in charge of 
annual meeting activities which include 
&@ management seminar, meetings of 
the membership and board of directors, 
and traditional banquet. 


No newcomer to the plating indus- 
-y. Baker is chairman of the N.A.M.F. 
affiliate, the Chicago Electro Platers 
Institute and is an active member of 


CONTACT WHEEL 


The New Duro-Red Live Rubber 
contact wheel — Faster, smoother, 
cleaner grinding and polishing. 
It's the Live Rubber that makes the 
difference. It’s been proven! 


WRITE TODAY FOR INFORMATION. 


THE NAZAR RUBBER CO. 


2727 Avondale, Toledo 7, Ohio 


the N.A.M.F. board of directors. 

The National Association of Metal 
Finishers will hold its annual conven- 
tion at the Mount Royal Hotel, Mon- 
treal, Canada, June 16 and 17, 1957 
concurrently with the 44th annual 
meeting of the American Electroplat- 
ers’ Society. 


National Technical Task 
Committee on Industrial 
Wastes 


Fifty scientists representing all ma- 
jor industries in the United States, and 
representatives of the United States 
Public Health Service, convened at 
Mellon Institute December 13 and 14, 
1956, for the annual meeting of the 
National Technical Task Committee on 
Industrial Wastes. Prof. C. Fred Gurn- 
ham, head of the Department of Chem- 
ical Engineering of Michigan State 
University, presided. Prof. Gurnham 
and Dr. D. G. Foulke of Hanson-Van 
Winkle-Munning Co., who also was 
present, are the official delegates from 
the A.E.S. 

This committee is a voluntary group 
formed to work with the Public Health 
Service of the United States Depart- 
ment of Health, Education, and Wel- 
fare, to protect the nation’s water re- 
sources from pollution and contamina- 
tion. Its members actively engage in 
research and development work on the 
utilization, treatment, and control of 
industrial wastes, and improvement of 
water quality controls. Emphasis is 
placed upon the fact that an effective 
national program can only be devel- 
oped by means of education of public 
health authorities, major branches of 
industry, and the technical and pro- 
fessional societies of the country. 

Dr. Thomas Parran, dean of the 
Graduate School of Public Health of 
the University of Pittsburgh and 
former Surgeon General of the United 


MARY 


Please come home. | took your advice 
about bettering myself and enrolled for 
ELECTROPLATING KNOW HOW home 
study training six months ago with the 
Joseph B. Kushner Electroplating School 
of Stroudsburg, Pa., just as you sug- 
gested. You were right — I’ve already 
gotten two raises and things look real 
bright. Come back honey. | can swing 
that fur coat you wanted so badly now. 
Your ever lovin’ hubby, Bill. 


131/Cirele on Readers’ Service Card 


116 


132/Cirele.on Readers’ Service Card 


States, addressed the task group 
its annual dinner, on the subject: Wh. 
Goes on in a School of Public Healt! 

Frank J. McKee of the Kraft Food 
Co., Chicago, Ill., was elected chai: 
man of the Task Group and Richar, 
D. Hoak of Mellon Institute was electe: 
vice-chairman. 


The Electrochemical Society, Inc. 


The 111th Meeting of The Electro 
chemical Society will be held at the 
Hotel Statler, in Washington, D. C.. 
Sunday through Thursday, May 12, 13. 
14, 15, and 16, 1957. Technical Ses- 
sions will be conducted by the Electric 
Insulation, Electrothermics, Industrial 
Electrolytic, and Theoretical Division 
of the Society. 


NEW BOOKS 


ASTM Standards on Zine-Coated 
Iron and Steel Products 


Published by American Society for 
Testing Materials, 1916 Race St., Phil- 
adelphia 3, Pa, 1956. Price: $2.25. 134 
pages. Paper cover. 


This publication presents in conven- 


HAMILTON MILLS 


%, ° "Brg ND 
EMERY 


For color and lustre beyond compare, 
fy INDIAN BRAND TURKISH EMERY. 
Preferred by those who know the best. 


Also available — HECCO BRAND AMER- 
ICAN EMERY, for use in abrasive pastes 
and compositions. 


HAMILTON EMERY & CORUNDUM CO. 


CHESTER, MASS. 
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SOMMERS BROS. 


MFG. CO. 
MFRS. OF “BEACON” 


Plating and Polishing Supplies and Equipment 
—Complete Semi and Full Automatic Installa- 
tions—Gold, Silver and Chrome Rouge, Stain- 
less Steel and Satin Finish Compounds—Buffs, 
Polishing and Felt Wheels. 


3439 NO. BROADWAY 
ST. LOUIS 7, MO. 
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ient form for reference the various 
ASTM standards and tentative methods 
for test and specifications. Sponsored 
by Committee A-5 on Corrosion of 
[ron and Steel, the volume includes 21 
specifications, of which four are new 
or recently revised; three recommend- 
ed practices, two of which are new; 
and five methods of tests. Among ma- 
terials covered are wire, strands, fenc- 
ing. sheets, hardware, terne-alloy coat- 
ed sheets and miscellaneous products. 


Electrochemistry-Principles 
and Applications 


By E. C. Potter, Published by The 
VacMillan Co., 60 Fifth Ave., New 
York 11, N. Y. 1956, Price: $10.00. 
410 pages plus index. 


Since this text and reference book 
has been written in a form sufficiently 
simple for the student without more 
than a moderate knowledge of mathe- 
matics and chemistry, it can be highly 
recommended to those platers who 
wish to advance beyond the usual elec- 
troplating course stage. Modern views 
on electrochemistry are presented, to- 
gether with an explanation of the prin- 


ciples involved in commercial applica- 
tions, and numerous examples are in- 


cluded for clarification. 


The sections on application of elec- 
trochemical industrial 
processes may be considered sufficient 


principles to 


only to illustrate these principles; they 
are not sufficiently detailed to serve 
any other purpose, especially as_re- 
gards the metal finisher. The first and 
major part of the volume, however, on 
theoretical aspects, are of more than 
sufficient value to warrant addition to 
the plater’s library. 


Stress Corrosion Cracking 
and Embrittlement 


Edited by William D. Robertson. 
Published by John Wiley & Sons, Inc., 
440 Fourth Avenue, New York 16, 
N. Y. 1956. Price: $7.50. 200 pages 
plus index. 


The papers published in this volume 
were presented at a symposium ar- 
ranged by the Corrosion Division of 
The Electrochemical Society in 1954. 
In the ten years which have elapsed 
since the previous symposium on this 


subject. our knowledge of the struc- 
ture of metals and alloys has increased 
enormously and the fourteen papers 


represent the modern approach to the 


mechanism of stress corrosion erack- 
ing. Included, are 334 references for 
further study. 


News from California 


Gene Chapdelaine 
& of Conversion Chem- 
Rock- 


field. Conn... was a 


gicals Corp., 


© visitor to the Pacific 
Coast in mid-Janu- 
Bary. He spent sev- 
eral days in South- 


ern California con- 

ferring with officers 
of Alert Supply Co. of Los Angeles, 
the New England firm’s West Coast 
representative, and also called on the 
irade in the San Francisco and Pacific 
Northwest areas. Mr. Chapdelaine at- 
tended the January 9 meeting of Los 


ECONOMICALLY 


REPLACES 


FULL-DISC BUFFS 


LONG-LASTING, SOFT 
FLEXIBILITY for FASTER 
CUTTING and HIGHER 


for more keys to 
GREATER BUFFING 


OUTPUT 
See pages 19, 112, 114, 118 


American Burr Company. 


2414 South LaSalle Street Chicago 16, Illinois. 


-OLOR 


Away! 


AiLIED bagsare standard 
throughout the country, 
lowest in price. 

e Material especially known for 
strength treated for removal 
starches, plastisizers, and le 

Anode bags of cotton nylo: 
vinyon, orlon, dynel an 
polyethylene. 


ALLIED INDUSTRIES CO. 34, micuican 


We make more anode bags than all other makers combined 
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Don't Throw Buffing 
Compound NUBBINS 


Did you ever figure how many pounds are 
lost because your Nubbins are discarded? 


Worthless Nubbins remelted and recast into 
uniform bars. 


Work Done in Separate Plant. 


RECAST & REMELT DIVISION 


101 S. WATERMAN 


We remelt Nubbins — 
ship you whole bars. 


Write, wire or phone 
Vinewood 3-5970 


McAleer MANUFACTURING CORP. 


Ady 


DETROIT 17, MICH. 
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Angeles A.E.S. Branch (he is a mem- 
ber of Hartford, Conn. Branch) with 
Harvey Hunt of Alert Supply Co. 


Harry D. Bailey, a plating shop 
owner and plater in Southern Califor- 
nia for more than 45 years, passed 
away of a heart attack on January 3 
just a week after the death of his wife. 
He was 74 years old. Mr. Bailey had 
been associated with the Royal Plating 
Co. of Los Angeles since 1922. Prior 
to that he had operated his own shop 
for a number of years. In 1922 the 
Modern Plating Co., with which he 
was then connected, was acquired by 
Frank Burns and merged with the 
Royal shop. Los Angeles Branch of 
the A.E.S., which Mr. Bailey joined 
as a charter member in 1931, was 
represented at the funeral by Don 
Bedwell, superintendent of the Hall- 
Mak Company, Los Angeles, with 
whose brother Mr. Bailey had operated 
a job shop partnership in Los Angeles 


prior to World War I. 


Los Angeles Branch, A.E.S., has 
concluded arrangement for the appear- 
ance of two of the outstanding figures 
in the American plating industry as 
speakers at its annual Educational Ses- 
sion which is to be held at the Los 
Angeles Ambassador Hotel on March 
23. 

Dr. Samuel Heiman of Philadelphia, 
national president of the Supreme So- 
ciety, will address the session on mod- 
ern plating practices and new methods 
of shop operation, plus a presentation 
of facts concerning the progress and 
functioning of the A.E.S. Dr. Walter 


Meyer of Enthone, Inc., New Haven. 


Conn., who served as editor of METAL 
FINISHING in the early 1940's when 
this publication was known as METAL 
INpustrRY, will deliver a talk on “Elec- 
troplating Solutions in Action.” 

To round out the. program, Emmett 
Babcock, chairman of tne educational 
committee, has arranged for a talk by 
Leo Missell, process engineer of Lock- 
heed Aircraft Corp., Burbank, Calif., 
on “Chrome Plating.” 

A mid-day luncheon featured by a 
Story Telling Contest, and a dinner 
dance in the evening, of which a waltz 
contest and distribution of several 
hundred door prizes will be the high- 
lights, are also on the program. 


The Permaluster Division of Allied 
Marketing & Research Co. in January 
moved from 1905 N. Central Ave., El 
Monte, to new offices and manufac- 
turing quarters at 2012 Burbank Blvd.., 
Burbank, Calif. The new plant is 
equipped for research and development 
of improved finishes on aluminum 
sheets, wire or strip for manufacturers 
and processors. The firm offers a spe- 
cial anodic process suitable for appli- 
cations where extreme corrosion resist- 
ance, heat resistant color, or extreme 
brilliancy for decorative purposes is 
required. Equipment has also been in- 
stalled for continuous strip and wire 
after the anodic coating has been 
applied. 


Los Angeles City College, Evening 
Division, in cooperation with the Los 
Angeles Paint, Varnish & Lacquer As- 
sociation and the Los Angeles Paint 
& Varnish Production Club, is offer- 


ing three evening courses in paint tech- 


nology during the Spring semester 
starting February 4. 

The courses include: 

Color and Decoration (Paint Tech 
14), held on Mondays from 7 to & 
p.m., with Roy Fredericks as instruc- 
tor; Problems of the Paint Industry. 
Mondays from 8 to 9 p.m., with Fred- 
ericks also as instructor; and Color 
and Decoration Laboratory, Thursdays 
from 7 to 10 p.m. with Fred L. Fox 
as instructor. 

A committee which served in setting 
up the program is composed of C. E. 
Campbell (chairman), National Lead 
Co.; Knox Price, Nuodex Products 
Co.; W. W. Cadwallader, A. J. Lynch 
Co.; and Frank Witteman, W. P. Fuller 
& Co. 


Furane Plastics, Inc., Los Angeles, 
has announced the appointment of J. 
C. de Graaf as sales manager of its 
coatings division. He will have super- 
vision of sales of Epocast protective 
coatings, Epibond adhesives, and Epo- 
cast pastes. Mr. de Graaf had been 
sales manager for the Fruit-O-Matic 
Co. of Van Nuys, Calif., for the past 
eight years. 


Roy E. Klotz, vice-president in 
charge of sales of Anadite, Inc., South 
Gate, Calif., has announced appoint- 
ment of Don L. Abajian as head of 
the firm’s advertising and promotion 
department. Anadite is one of the lead- 
ing metal finishing firms on the Pa- 
cific Coast. Abajian was formerly ad- 
vertising manager for the Warren & 
Bailey Co., a Pacific Coast industrial 
supply firm. 


Speakers and panels at the 10th 


DAX 


RIP 


For PLATERS, SILVERSMITHS, JEWELRY MFGRS., makers of 
Watches, Clocks and Electronics and other metal finishers. 
Supplied in straight or crimped brass, steel, nickel silver or 
stainless steel wire in sizes .0025 - .006 and in bristle, fibre or 


Nylon. Special sizes and shapes to order. 


Write (Dep't. M) on your letterhead for catalog and price list. 


DIXON & RIPPEL, INC. Box 116 Saugerties, N. Y. 
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METAL FINIS 


FOR UNMATCHED DURABILITY 
AND FAST CUTTING | 


—free from scratching 


for more 
keys to 
GREATER 
BUFFING OUTPUT 
See pages 19, 112, 114, 117 


American Burr Company 


2414 South LaSalle Street Chicago 16, Illinois 
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Western Metal Congress, to be held 
March 25 to 29 at the Ambassador 
Hotel, Los Angeles, will pay particu- 
lar attention to inhibition of corrosion 
in the chemical and petroleum indus- 
tries. 

An entire panel of the American So- 
ciety for Metals session will be pre- 
sented on corrosion and metal protec- 
tion, with Martin L. Michaud, material 
supervisor of the Union Oil Co., of 
California, as chairman. The topics 
and speakers will include: 

“Metallic Coatings for the Protec- 
tion of Steel,” by C. H. Sample, man- 
ager of the electroplating section, Inco 
Research & Deveiopment Division, New 
York; “Importance of Inspection in 
Corrosion Control” by E. H. Tandy, 
chief inspector, Standard Oil Co. of 
California, El Segundo, Calif.; “Non- 
Metallic Coatings in the Petroleum & 
Chemical Industry,” by Lester Morris, 
president, Coating & Fiberglass Re- 
search Co., Los Angeles. 

It has been announced that one en- 
tire session will be devoted to metals 
for semi-conductors. A titanium con- 
ference of 5 days duration is also on 
the program, and will be held at the 
Ambassador Hotel from March 25 to 
29. Separate sessions of the Society of 
Non-Destructive Testing and the Amer- 
ican Institute of Mining and Metal- 
lurgical Engineers have been scheduled. 

The western sections or branches of 
36 national technical societies, includ- 
ing Los Angeles Branch of the A.E.S. 
are cooperating with the ASM in pre- 
senting the Congress, and the Metal 
Exposition, which will be held in the 
Pan Pacific Auditorium in Los Angeles. 


Dr. Bernard Planner, materials and 
process engineer for the Marquardt 
Aircraft Co. of Van Nuys, Calif., has 
been assigned as metallurgical consult- 
ant and observer for all of Europe for 
the Armour Research Foundation of 
the Illinois Institute of Technology. 
Chicago. He will have his headquarters 
at the Armour Research Foundation, 
in The Hague, Holland. 


PATENTS 


(Continued from page 77) 


Rotary Blast Nozzle 


U. S. Patent 2,755,598. July 24, 1956. 
W.N. Van Denburgh. 


Blast cleaning apparatus comprising 
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a housing provided with a longitudinal 
bore having blast particle inlet and 
outlet ends, a nozzle rotatably mounted 
in said housing bore, and means ear- 
ried by said housing for rotating the 
nozzle, said nozzle being formed with 
an elongate cylindrical section axially 
aligned with and extending through 
said bore to a point near said outlet 
end, said cylindrical section having a 
smooth cylindrical inner peripheral 
wall bifurcated at said point into a 
plurality of independent branches, said 
branches cumulatively forming a con. 
tinuation of substantially all of the 
cross-sectional area of said cylindrical 
portion and of at least a major part of 
its said inner peripheral wall, each of 
said branches continuously diverging 
in an outwardly-flared direction with 
respect to said bore axis and each 
opening to the exterior of said appara- 
tus at said outlet end, whereby blast 
particles delivered to said rotating cyl- 
indrical section are subjected to cen- 
trifugal force and said centrifugal 
force is applied uninterruptedly until 
the particles are discharged from the 
apparatus. 


Buffing Tool 


U. S. Patent 2,755,608. July 24, 1950. 
R. O. Peterson, assignor to The Osborn 


Mfg. Co. 


A rotary abrasive buff comprising a 
channelform back, a continuous elon- 
gated strip of flexible material secured 
within such channel, and flexible gen- 
erally triangular folded sheet material 
fingers secured in pointed end regions 
to said strip, said fingers having abra- 
sive regions intermediate their lines of 
folding only. 


Aluminum Bright Dip 


U. S. Patent 2,756,131. July 24, 1956 
H. Neunzig, assignor to Vereinigte 
Aluminum-Werke Aktiengesellschaft. 


A method for brightening the sur- 
face of articles made of aluminum and 
of aluminum ailoys and particularly 
magnesium containing aluminum al- 
loys comprising applying to said arti- 
cles a hot aqueous solution containing 
per liter between 1.6 to 2.7 gram mole- 
cules of nitric acid, between 1.8 to 3.5 
gram molecules of ammonium, 3.5 to 
7.0 gram molecules of hydrofluoric 
acid, 2.5 times 10~° to 2.5 times 10~* 
gram molecules lead nitrate and 0.5 to 
2 per cent of an inhibitor selected from 
a group consisting of gum arabic and 
dextrin. 


Corrosion Prevention— 
Aluminum 


U.S. Patent 2,756,162. July 24, 1956. 
P. J. Garner and R. Graham, assignors 
to Shell Development Co. 


The process of protecting porous 
surfaces of aluminum clad corrodible 
metal articles, which comprises the 
steps of coating said surfaces with a 
solution of an aluminum alcoholate, 
evaporating the solvent from said coat- 
ings and hydrolyzing the alcoholate, 
whereby a_ substantially 
coating of aluminum hydroxide is 
formed on the surfaces. 


continuous 


Vacuum Metallizing 


U.S. Patent 2,756,165. July 24, 1956. 
D. A. Lyon, assignor to the United 
States of America. 


A process for producing an electric- 
ally conducting coating on a surface 
of a solid inert insulating body which 
comprises the steps of exposing said 
surface to an atmosphere of copper 
vapor and then exposing the resulting 
copper coated surface to iodine vapor. 


Vacuum Metallizing 


U.S. Patent 2,756,166. July 24, 1956. 
P. Alexander, A. S. Baxter and M. E. 
Boston, assignors to Continental Can 


Co., Ine. 


For use in an apparatus for deposit- 
ing metal onto a surface and having 
an evacuated chamber surrounding the 
surface and an evaporating heater in 
said chamber for contact with the 
metal to be deposited, the invention 
which consists in having said heater 
composed of a carbon core and an 
outer coating layer of composite free 
metal and metal carbide upon said 
core, said layer being selected from 
the group consisting of titanium car- 
bide containing free titanium metal 
and vanadium carbide containing free 
vanadium metal, said outer layer adja- 
cent said carbon core being rich in 
the carbide and poor in the selected 
free metal and its exterior surface be- 
ing rich in the selected free metal and 
poor in the corresponding carbide, said 
layer being characterized in that the 
molten metal to be deposited can wet 
and be spread by the selected free 
metal present at the surface of the said 
layer, and the layer is effective to pre- 
vent contact with the coated carbon 
core by the metal to be deposited. 
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ADVERTISING RATES 


READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIE S— 


ELECTROPLATING 
POLISHING 
T PROOFING. 
CLEANING 
“ANODIC TREATMENT 


FOR SALE 


NEW AND REBUILT POLISHING AND BUFF- 
ING LATHES — CONSTANT AND VARIABLE 
SPEED — SINGLE AND DOUBLE MOTOR 
DRIVES — 3 PHASE, 60 CYCLE, 220/440 
VOLT, 1 TO 20 H.P. IN STOCK, AS FOL- 
LOwS: 


3—Standard Electric, double 5 H.P. individ- 
ual spindles, variable speed, 1500-3000 
RPM. 

1—L’Hommedieu, Model 20A, 714 H.P. 
variable speed, 1500-3000 RPM. 

1—Hammond, 5 VRO, 5 H.P. variable 
speed, 1500-3000 RPM. 

6—Hammond, Type RR, double 5 H.P. and 
double 714 H.P. individual spindles. 

2—Gardner, Type 3DB, double 7142 H.P. 
individual spindles. 

3—Divine, Type VCS, 5 H.P. constant 


speed. 

6—L’ iaunedion #12, 7%, 10, 15 EP. 
Constant speed. 

5—Acme semi-automatic motor drive buffing 
workholders. 

10—Backstand Idlers — Divine, Hammond, 
Portercable, Manderscheid. 


GUARANTEED REBUILT PLATING RECTI- 
FIERS — 3 PHASE, 60 CYCLE, 220/440 
VOLT. COMPLETE WITH OPERATING 
ACCESSORIES 


1—3000 ampere, 0-6 volt, Selenium Udylite, 
self-contained. 

2—1500 ampere, 6-12 volt, Selenium Rapid 
self-contained. 

2—1500 ampere, 0-12 volt, Selenium Wag- 
ner, remote control. 

1—1500 ampere, 6 volt copper magnesium 
Mallory Udylite, basic. 

1—400 ampere, 0-6 volt Mallory Udylite 
Jr., self-contained. 

MECHANICAL PLATING BARRELS FOR 
CYANIDE, COMPLETE WITH MOTOR 
DRIVES, TANKS AND RODS 
6—Crown, single cylinder units. 
1—Crown, double cylinder unit. 
1—Crown, three cylinder unit. 


FILTERS 


1—500 GPH, Sparkler Acid Filter. 
1—300 GPH, Belke Acid Filter. 
1—14” x 28” Industrial Acid Filter. 
1—SD6-6 Alsop Cyanide Filter. 


SPECIAL 


1—Used Crown, semi-automatic Plating Ma- 
chine (rubber lined) complete with con- 
veyor mechanism, lead heating coils and 
variable speed drive. Size of tank — 24’ 
long x 52” wide x 42” deep. 


REBUILT PLATING M/G SETS 
FULL CONTROL PANELS 


1—5000/2500 ampere, 9/18 volt Chandey- 
sson syn. 25° exciter in head. Built in 


1943. 
1—4000/2000 ampere, 9/18 volt Chandey- 
haa 25° exciter in head. Built in 
1—(Twin 3000 ampere) 6000/3000 amp- 
24 volt Chandeysson Syn. exciter 
in head. 


NEW CLINTON FAN COOLED SELENIUM 

RECTIFIERS COMPLETE WITH BUILT-IN 

VOLTAGE REGULATION AND ALL NECES- 
SARY OPERATING ACCESSORIES. 


WE CARRY A COMPLETE LINE OF NEW 
AND REBUILT PLATING AND POLISHING 
EQUIPMENT. 


CLINTON SUPPLY 
COMPANY 


112 South Clinton Street 
Chicago 6, Illinois 


FRanklin 2-3753 


PLATERS AND ANODIZERS 


M-G SETS — Motor 3-60-220/446 


Amp. Volt Make 

100 Hobart 

175 14 Delco 

200 7¥2 Chandeysson 

300 72 Hobart 

400 60/60 G. E. 

500 6 Chandeysson 

500/250 6/12 Elec. Prod. 

750/375 6/12 Excel 

940 32 Elec. Prod. 

1500 15 Star 

1500 30/50 Century 

1500 40/65 G. E. 

1500 65 Westinghouse 

1500 70 Century 

2500/1250 6/12 Elec. Prod. 

5000/2500 6/12 Columbia 

5000/2500 9/18 Chandeysson 
BLOWERS & EXHAUSTERS 

CFM Pres. Make 

1100 44%2"S.P. Bayley 

2344 2”S.P.  Clarage 

2500 ¥%2"$.P. American 

2700 Ilg 

3420 8” S.P. New York 

9000 6"S.P. Northern 


MOTOR REPAIR & MANUFACTURING CO. 


1555 HAMILTON AVE., CLEVELAND, OHIO 


FOR SALE 


Slightly Used; 
BUFFS 


Loose and Sewed 


Any Quantity 


MICHIGAN BUFF Co.., INC. 


3503 GAYLORD AVENUE 
DETROIT 12, MICHIGAN 


PLATING LINE FOR SALE 


Complete barrel plating line for sale. Acquisi- 
tion cost $31,801.00. Will sell as is for 
$11,000.00. 4 rinse tank assemblies, 2 pickle 
tank assemblies, refrigeration unit, #2 crown 
dryer, rectifier, demagnetizing unit, 2 acid 
vats, 1 dummy, mueller boiler and condensate 
return, monorail, motor lifts, 3 rectoplaters, 
barrels and all accessories. Write Box 1021, 
Lufkin, Texas. 


AVAILABLE FOR 


IMMEDIATE SHIPMENT, 
ATTRACTIVE VALUES 


THE FOLLOWING EXCELLENT REBUILT AND 

GUARANTEED ELECTROPLATING MOTOR 

GENERATOR SETS AND RECTIFIERS, WITH 
FULL CONTROL EQUIPMENT: 


—PLATERS— 


1—8000/4000 Ampere, 6/12 Volt, Chandey- 
sson, Synch. 

1—7500/3750 Ampere, 9/18 Volt, Hanson- 
Van Winkle-Munning, Synch. 

1—6000/3000 Ampere, 6/12 Volt, Electric 
Products, Synch. 

1—5000/2500 Ampere, 9/18 Volt, Chan- 
deysson, Synch., Exc.-in-head. 

4—3000/1500 Ampere, 12/24 Volt, Chan- 
deysson, Exciter-in-head. 
1—2500/1250 Ampere, 9/18 Volt, Electric 
Products, Synch., Exc.-in-head. 25°C. 
1—2000/1000 Ampere, 6/12 volt, Hanson- 
Van Winkle-Munning. 

1--2000/1000 Ampere, 9/18 Volt, Electric 
Products. 

1—1500/750 Ampere, 12/24 volt, Chandey- 
sson, Synch., Exc.-in-head. 


—ANODIZERS— 
1—1000 Ampere, 40 Volt, Chandeysson, 
as 
1—1000 Amp., 30 V., Ideal, Exc.-in-head. 
1—750 Ampere, 60 Volt, Hanson-Van Win- 
kle-Munning, Synch., Exc.-in-head. 
1—500 Ampere, 25 Volt, Chandeysson, 
Synch., Exc.-in-head. 
4—400 Ampere, 40 Volt, Separately Excited. 


—RECTIFIERS— 


1—2000/1000 Ampere, 6/12 Volt, G. E. 

1—Green Selectoplater, 1800 Ampere, 12 
Volt, 220/3/60. 

1—1500/750 Ampere, 6/12 Volt, Udylite- 
Mallory. 

4—1440/720 Ampere, 6/12 Volt, Udylite- 
Mallory. 

1—750 Ampere, 12 Volt Self-Contained 
Selenium Udylite-Mallory. 

1—Sel-Rex Selenium 1200 Amp., 6 Volts 
for 440/3/60. 


—SPECIAL— 


2—Crown & H-VW-M Centrifugal Dryers, 
#1 and #2, with heat. 

1—H-VW-M Full-Automatic Plating Machine, 
87’ long, 39” lift, was used for chrome. 

1—Udylite Semi-Automatic Plating Machine, 
for cyanide, size 19’ long x 48” wide 
x 36” deep. 

2—RONCI Enamelers, No. R-100 and R-200. 

1—Almco DB-8 Deburring Barrel, 2-Com- 
partment, Vari-Drive. 

1—Almco DB-2 Deburring Barrel, lined. 


Above is partial list only. Write to us for all 
your requirements for Plating, Anodizing 
and Metal Finishing. 


WIRE — PHONE — WRITE 


M. E. BAKER COMPANY 


25 WHEELER STREET, CAMBRIDGE 38, MASS. 
Phone: Kirkland 7-5460 
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ELECTROPLATING 


SECTION 


—USED EQUIPMENT AND SUPPLIES— 


NEW YEAR SPECIALS — PRICED RIGHT! 


2—Alsop Stainless Steel Filters G Pumps 300 G.P.H. 

2—Industrial Filters G Pumps 250-500 G.P.H. nickel or cyanide solutions. 

1—Crown Centrifugal Spin Dryer w/steam heat attachment. 

3—Gardner Double 5 H.P. and 71/2 H.P. Polishing Machines. 

2—Hammond 71/2 H.P. variable speed Polishing Machines. 

1—L’Hommedieu 3 H.P. variable speed Buffer 1500-2000 R.P.M. 

9—U. S. Electrical 5 H.P. variable speed Buffers. 

6—G. E. Rectifiers 500/300/250 Amperes 6-12 volts. 

1—Duriron Heat Exchanger. 

1—Nickel Plating Barrel 36’ Cylinder w/hoist. 

1—Complete Chromium Tank lead lined 96’°x39’x36” deep with 3 sided hood, blower and 

motor, 2 lead coils etc. (others). 
1—Complete Chromic Anodizing Tank 60” x 24” x 36” deep with 3 sided hood, blower and 
motor, cooling and air agitation coils etc. (others). 

4—Periodic Reverse Units 250-500 amperes. 

1—Daniels #40LS Nicke! Plating Barrel. 

2—Abbott Horizontal Tumblers — wood lined. 

1—Chandeysson Motor Generator Set 6000/3000 amperes 6/12 D.C. volts w panel, etc. 
1—Richardson Allen 500 Amperes 0-6 volt Rectifier w/remote control. 

2—Double and Single Cathode Rod Agitators. 

2—Belke Tilting Tumblers — wood lined. 
55—Tank Rheostats, Knife Switches all capacities. 
21—Blowers and Motors multivain (fume) paddle wheel (dust). 


TANKS — ALL SIZES AND LINING 


Rectifiers — 25 Amperes to 10,000 Amperes 
Airbuffs — Compounds — Anodes — Chemicals, etc. 


For Quality, Dependability & Service call on: 


BRUCAR EQUIPMENT & SUPPLY CO. 


WAREHOUSE: 602-604 - 20TH STREET BROOKLYN 18, N. Y. 
Telephone: STerling 8-0236-7-8 


Priced To SELL! 


RECTIFIERS — GENERATORS — EXHAUST FANS 
HEAT EXCHANGERS — PUMPS 
GEARED HEAD MOTORS 


RECTIFIERS lon heating, 320,000 BTU cooling 
1—4000 Amp., 12 Volt Bart-Messing 1—Industrial 6 Graphite Tubes, 4800 gal- 
1—3000 Amp., 18 Volt Hanson-Van Winkle lon heating, 160,000 BTU cooling 
1—2000 Amp., 6 Volt Hanson-Van Winkle 1 
2—1500 Amp., 6 Volt Richardson- Allen “inde atrial ‘ined, stainless 
1—1000 Amp., 6 Volt Hanson-Van Winkle 
MOTOR GENERATOR SETS steel an uriron entrituga umps 
1—2500/1250 Amp. H-V-W, 6/12 volts EXHAUST FANS 
1—3200 Amp. General Electric, 24 volt 10—Buffalo size 450C, 450D, 400D and 
1—1600 Amp. General Electric, 24 volt 375C vent sets 
1—1000 Amp. Century, 24 volt MOTORS 
1—750 Amp. Westinghouse, 24 volt 10—'¥2 & 1 HP Boston ratio motors for os- 
HEAT EXCHANGERS cillation motions 
2—lIndustrial 12 Graphite Tubes, 6400 gal- | 4—2 & 3 HP geared head agitators 
SEND US ALL YOUR INQUIRIES! 
he J. LAND, INC. 
146-148 GRAND STREET, NEW YORK 13, N. Y. 
Established 1910 


Phone: CAnal 6-6976 


BUY AS IS 
or 
RECONDITIONED 
and 


GUARANTEED 


| SPECIAL—Chandeysson Motor Generator | 
| Set, 6000/3000 Amp. 6/12 volt, 300. 
| 


R.P.M. — Complete — Cheap. 

AUTOMATIC POLISHING EQUIPMENT 

2—L-8-L Acme Fully Automatic Polishing Ma- 
chines, 8 spindies, each machine with 3, 2 H.P. 
Polishing Heads. 

2—Acme A-2. 

2—Acme E-10 with A-2 Heads 

2—Acme E-i0 with 45° Angle flat attachment. 

i—Packermatic 60” Table with 12” centers & 7 pol- 
ishing heads. 

~ 10 H.P. heads for Automatic Buffing Ma- 
chines. 

21—Automatic Machine Co. Oscillating single spin- 
die, semi-automatics, Lefts & Rights. 

1—8-Spindle Semi-Automatic Buffing Machine. 


POLISHING MACHINES 
3—2195 U.S. Variable Speed Polishing Mach. 5 


i—5 H.P. Divine Pol. Mach., also 7/2 & 10 H.-P. 
i—Hisey-Wolf 5 H.P. Var. Speed pol. mach. 

Send for complete listing of polishing machines avail- 
able. New 5 H.P. Lathes $385.00. New 72 H.P. 
Lathes $445.00. 


TUBE POLISHING EQUIPMENT 
2—Production Tube Polishing 2101, up to 6” tub- 


ing. 

Production Tube Polisher, up te 
ubing. 

i—Type ‘‘A’’ Production Tube Polisher, up to 6” 
tubing. 


FILTERS 

i—Industrial RDR-2 36-3630 complete with motor, 
slurry tank, and primer excellent condition. 

5—Industrial Filters Rubber Lined 10 x 28, 14” x 


10 x 22. 
NR & WR 5”, 7” & II” dise stainless 
steel. 
21—Stainless steel and plain steel various makes. 


PLATING BARRELS 

2—LaSalco 14” x 42”. 

3—Mercil 14” x 30” Rubber Lined Plating Barrels. 

i—Double 14” x 30” Udylite. 

i—Daniels +4. 

i—Daniels 78. 

i—Stevens 6 barrel 20’ horseshoe type Semi-Auto- 
matic w/6 extra barrels. 


TUMBLING EQUIPMENT 

2—New LaSalco Tilting Type. 

2—Almeo 32” x 32”. 

i—Roto-Finish DW 30-36-1 steel complete. 

2—Henderson #5 & 5A. 

10—Abbotts 8” x 30”, 16” x 30” single and double 
comp. belt and motor driven. 


Pesco Plating EquipmentCorp. 


Plating, Polishing, Grinding, Spraying, Baking, 

Drying, Tumbling, Cleaning, Degreasing & 

Anodizing Equipment. Anodes, Chemicals, 

Acids, Cyanides, Solvents, Supplies for Wood, 
Plastics and Metals. 


15 Wythe Ave. Brooklyn 11, New York 
EVergreen 4-1412-3.-4 


HAMMOND 5 STATION 
BUFFING LINE 
FOR SALE 


One Hammond Model 2710 FC over and un- 
der straight line conveyor including: five 
Hammond model 50-99 full floating head and 
stand units; 16 inch maximum diameter buffs, 
71, H.P. motors, 440V; 3 ph.; 60 CPS. Grav- 
ity return conveyor; one set fixture carriages 
equipped with both Hammond auto dopers 
and liquid compound system. Complete dust 
collecting system including duct work, fan and 
collector. 


ROLL FORMED PRODUCTS COMPANY 
3760 Oakwood Ave. Youngstown, Ohio 


EQUIPMENT FOR SALE 


1—Hanson-Van Winkle rubber lined barrel plater, 14’ x 30”, mercil type barrel. 

1—Lasalco rubber lined barrel plater with 14” x 36” lucite barrel. 

1—Steel tank barrel plater, 14” x 36” barrel, hand hoist. 

4—Handy platers with rubber cylinder. 

—— Alsop stainless steel. One 500 gal. per hr., completely overhauled. One 300 gal. 
per hr. 

1—Tumbler oblique, double barrel steel, no motor. 


2—Motor generator sets. One 500-1000 amp., 6-12 volts, 71/2 H.P., 220 V. — 60 i! tor, 
and one 250-500 amp., 6-12 volts. 5 H.P., 220 Vv. — 66 cycle motor. ee 


1—Globe oblique tumbler, wood barrel with motors. 
Several odd tumblers and oblique barrel platers. 2,000 Ibs. 4100 grit emery at special price, 
also smaller lots of other grits, write for list. 


All equipment in good working condition. Special deal for party interested in complete lot. 
Address: February 8, care Metal Finishing, 381 Broadway, Westwood, N. J. 
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VERTISING RATES 


SECTION 


—USED EQUIPMENT AND SUPPLIES— 


ELECTROPLATING. 
POLISHING 
ST PROOFING 
CLEANING 
ANODIC TREATMENT 
ETC. 


QUALITY 
EQUIPMENT 


PRICED RIGHT AND READY 
FOR IMMEDIATE DELIVERY 


PLATING EQUIPMENT 


30 Plating Barrels: Crown — Udylite — 
HVWM — various sizes. 


1 HVWM_ Semi-Automatic Rubber lined 
Plating Unit: 33’ long, 342’ wide, 3’ deep 
with Reeves Variable Speed Drive and Mov- 
able Agitator. 


6 Semi-Automatic Plating Tank Units: Udy- 
lite 20’ — HVWM 20’ — Crown 35’ — 
U. S. Galvanizing 12’, 16’ and 20’. 


1 HVWM 4 station Plating Barrel Unit: 
36x14; rubber lined tank, rubber cylinders. 


40 Chrome Plating Tanks: 2’ to 20’ long 
lead lined with tank rheostats, rods, fume 
ducts, lead heating coils. 


175 Plating, Rinsing, Cleaning Tanks: as- 
sorted: wood, steel, lead lined, rubber lined. 
All sizes 2’ to 16’ long. 


150 Rheostats & Switches, assorted: 50 
amps. to 2000 amps. All makes HVWM, 
Crown, Columbia, Holland, Udylite. 


10 Centrifugal Dryers: acid crocks, motor 
driven exhaust fans, fume blowers, complete 
acid and dip rooms, cleaning and washing 
tanks, plating racks and many other items. 


30 Rubber lined Nickel Plating Tanks: 2’ to 
12’ long; with rods, rheostats, motor driven 
tank rod agitators, heating coils, etc. 


1 Rotary Industrial Washing Machine, for 
small parts, mfgrd at New Brunswick, N. J. 
20’ long with rinsing, washing and cleaning 
sections, 3’ wide, 3’ high with motor pumps, 
blower & rotating cylinder. Type PD-18- 
WROD, with temperature controls & starting 
equipment. 


16 Detrex, Blakeslee, Circo, Steam, Gas and 
Electrically Heated Degreasers: 3’ to 6’ 
long, single dip and 3 dip type, with pumps, 
tanks, fume ducts. 


12 Steiner Ives and Gehnrich Paint Baking 
and Drying Ovens: electric, all sizes; full 
automatic, recirculating type with controls, 
fans, blowers. 


ALL SIZES OF REBUILT RECTIFIERS: from 
10 Amp. to 6000 Amp. — complete range of 
sizes, 


ALL SIZES — TUMBLING BARRELS: Ab- 
bott — Baird; complete with stones and 
steel balls. 


ALL EQUIPMENT IN STOCK 
INSPECTION INVITED 
All quoted subject to prior sale. 


J. HOLLAND & SONS, INC. 


485 KEAP ST. @ BROOKLYN 11, N. Y. 
STagg 2-2022 


New & Used 


GENERATORS 


IN STOCK 


*2500 amp. 6 volt Chandy. synch. 
25° C. Used. 


*5000 amp. 6 volt HVW synch. 
40°C. Used 


*4000 amp. 12 volt Chandy. 
synch. 25° C. Used. 


*6000 amp. 9 volt Chandy. synch. 
25° C. Used. 


*7500 amp. 2 volt Chandy. synch. 
25° C. Used. 


*1000 amp. 6 volt Elec. Prod. 
Synch. 40° C. New. Substantial 
discount on this new machine. 


*All double commutator units include 
DC panel and starter. 


Wire — Phone — Write 


THE STUTZ COMPANY 
4430 CARROLL AVENUE 
CHICAGO 24, ILLINOIS 


Tel. AUstin 7-1068 


BUSINESS OPPORTUNITIES 


Iron works, southeast Georgia. Top profits, 
ideal location, large building and land tract. 
Railroad spur, parking facilities, all equip- 
ment. Retiring. Underpriced! A-1 business 
opportunity. Investigate! Dept. 8196-A. 
Welding shop in southeast Florida. All types 
of welding work. Located in manufacturing 
section. Big profits, well established. Oppor- 
tunity. Dept. 8409. 


Sheet metal, southern California. Excellent 
location, top contracts. $200,000 gross. Cam- 
plete equipment with five trucks. Opportun- 
ity! Dept. #23931. 


Precious metal refinery, northeastern New 
Jersey. Alsop manufacturing top equipment, 
A-1 location, large contracts. Expansion 
opportunity! Dept. #42375. 


Machine shop, Detroit, Mich. All types con- 
tract work. Excellent location. A-1 building 
and equipment, private parking. Dept. 62134. 


CHAS. FORD & ASSOCIATES, INC. 
6425 Hollywood Bivd., Los Angeles, Calif. 


AUTOMATIC PLATING 
MACHINE WANTED 


One fully automatic copper, nickel and 
chrome plating machine 30 to 40 ft. 
long, tanks must be 42” to 48” deep. 
When answering send full details, blue 
print layout of tanks, best price, and 
location where equipment may be in- 
spected. Address: February 9, care 
Metal Finishing, 381 Broadway, West- 
wood, N. J. 


SITUATIONS WANTED 


PLATING & POLISHING 
SUPERVISOR 


Over 45 years experience in the finish- 
ing industry. Now available, after 27 
years, due to liquidation of present 
firm. New York area only. Address: 
February 10, care Metal Finishing, 381 
Broadway, Westwood, N. J. 


PLATING AND 
METAL FINISHING CHEMIST 


SITUATION WANTED—German technical 
University graduate analytical chemist, 49 
years old, widowed, single. Now chief chemist 
with one of the leading mideast manufactur- 
ers of plating and finishing chemical products. 
Analysis, control; research, development. Ad- 
dress: February 7, care Metal Finishing, 381 
Broadway, Westwood, N. J. 


ELECTROPLATING 
SUPERINTENDENT 


SITUATION WANTED—Fifteen years of 
diversified, practical and technical experience 
in plating, electroforming, anodizing and metal 
finishing. Also every phase in chemical an- 
alysis. Research in plating metals on alum- 
inum alloys, alloy plating, precious metals, 
etc. Consider temporary or permanent over- 
seas employment. Address: February 6, care 
nh Finishing, 381 Broadway, Westwood, 
N. J. 


FOREMAN PLATER 


SITUATION WANTED — Ten years pro- 
gressive, varied experience in job shop plat- 
ing, which includes make-up, working and 
maintaining most all solutions, barrel and 
still tanks, Black oxide coatings, phosphating, 
anodizing. Able to organize and control plat- 
ing departments. Plating all difficult jobs is 
my specialty. Honest, conscientious and pro- 
gressive. Salary commensurate with proven 
ability. Address: January 4, care Metal Fin- 
ishing, 381 Broadway, Westwood, N. J. 
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READY-REFERENCE SECTION 


—USED EQUIPMENT AND SUPPLIES— 


SITUATIONS OPEN 


REPRESENTATIVES 


SITUATIONS OPEN — Distributors, 
sales and service representatives, and 
manufacturers’ agents wanted by lead- 
ing eastern chemical manufacturer, to 
distribute and sell complete line of 
metal finishing compounds: alkaline 
cleaners and solvents; plating solutions; 
additives and finishes; phosphating com- 
pounds; paint and metal strippers. Sev- 
eral territories open. Excellent oppor- 
tunities. Please give complete details. 
All replies kept in confidence. Address: 
February 1, care Metal Finishing, 381 
Broadway, Westwood, N. J. 


PLATING FOREMAN 


SITUATION OPEN — Brass, 
copper, silver, also oxidizing of 
brass on zinc castings and steel 
stampings. Should have general 
experience with polishing and lac- 
quering. Plant located in northern 
New Jersey. Forward complete 
resume. Address: February 2, 
care Metal Finishing, 381 Broad- 
way, Westwood, N. J. 


BUFFING COMPOUND 
SALESMEN 


SITUATION OPEN — Distributors, jobbers 
and manufacturers agents wanted to distribute 
and sell the full line of Schaffner’s polishing 
and buffing composition in bar, spray or paste 
form, and a complete line of polishing room 


supplies. 


SCHAFFNER MANUFACTURING COMPANY, 
INC. 


Emsworth, Pittsburgh 2, Po. 


PRODUCTION MANAGER 
Plating - Anodizing 
SITUATION OPEN—Top opportunity for expert in plating or ano- 
dizing. You'll be responsible for setting up and operating new captive 
plant for expanding well-known national housewares manufacturer, 
which now has polishing but jobs its anodizing and chrome plating. 
Growing organization with excellent future incentives to attract the 
right man. Will compensate relocation to large Ohio city. State mini- 


mum salary requirement and qualifications. Address: February 3, care 
Metal Finishing, 381 Broadway, Westwood, N. J. 


DEVELOPMENT 
ENGINEER 


SITUATION OPEN—Recent graduate 
in electroplating wanted for develop- 
ment of finishes for aluminum and all 
plated coatings for other metals. An 
opportunity for a man interested in the 
application of plating processes with a 
leading manufacturer of household ap- 
pliances. Write, giving personal details 
and salary expected. 


FRIGIDAIRE DIVISION, G.M.C. 
Dayton, Ohio 


FOREMAN 


SITUATION OPEN—An able chrome plater 
foreman wanted to take charge of copper- 
nickel-chrome plate operating on large sheets. 
Eastern Pennsylvania area. Salary open, com- 
mensurate with ability. Address: February 4, 
care Metal Finishing, 381 Broadway, West- 
wood, N. J. 


CHEMIST 


SITUATION OPEN—First class chemist 
wanted, with wide experience of metalurgical 
analysis electroplating finishes, one with de- 
gree or similar qualifications preferred. East- 
ern Pennsylvania area. Salary open, commen- 
surate with ability. Address: February 5, care 
ne Finishing, 381 Broadway, Westwood, 


METALLURGIST 


SITUATION OPEN—Prof-ssor of Physical 
Metallurgy wanted. Duties mainly research, 
although some teaching essential. For details 
apply: 
DEAN H. G. CONN 
Queen’s University 
Kingston, Ont., Canada 


MONTREAL, CANADA 


44th ANNUAL CONVENTION OF THE A.E. S. 
JUNE 16 — 20, 1957 
MONTREAL BRANCH — HOST 
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SUPPLIERS OF EQUIPMENT AND MATERIALS AND ADVERTISERS INDEX 


Abbott Ball Co. 
1052 New Britain Ave., Hartford 10, Conn. 
Acme Manufacturing Co. 
1400 E. 9 Mile Rd., Detroit 20 (Ferndale), Mich. 
Alert Supply Co. 
2041 Davie Ave., Los Angeles 22, Calif. 
Allied Co. 
18400 Mt. Elliott Ave., Detroit 34, Mich. 
Allied Research Products, Inc 24 
4004 E. Monument St., Baltimere 5, Md. 
Almco Div., Queen Stove Works 
Albert Lea, Minn. 
Alpha Metals, Inc. 


56 Water St., Jersey City, N. J. 

Alsop Engineering Corp. 106 
1202 Bright St., Milldale, Conn. 

Alvey-Ferguson Co. 100 
500 Disney St., Cincinnati 9, Ohio 

American Brass Co. 99 


Waterbury 20, Conn. 
American Buff Co. 19, 112, 114, 117, 118 
2414 S. LaSalle St., Chicago 16, Il 
American Metal Co., Ltd. 
61 Broadway, New York, N. Y. 
American Platinum Works 18 
231 New Jersey R. R. Ave., Newark 5, N. J. 
Apothecaries Hall Co. 
22 Benedict St., Waterbury 20, Conn. 
Automatic Buffing Machine Co 
222 Chicago St., Buffalo 4, N. Y. 
Bacon Felt Co. 83 
437 W. Water St., Taunton, Mass. 
Baker Bros., Inc. 
564 E. First St., So. Boston 27, Mass. 
Baker & Co., Inc. 


113 Astor St., Newark 5, N. J. 

Baker Co., The M. E. 120 
25 Wheeler St., Cambridge 38, Mass. 

Barker Bros., Inc. 102 


1660 Summerfield St., Brooklyn 27, N. Y. 
Battelle Development Corp. 
Columbus 1, Ohio 


Beam Knodel Co. 107 
195 Lafayette St., New York 12, N. Y. 
Behr-Manning Corp. 23 


Troy, 


Belke "heenntactuting Co. 35, 109 
9 Cicero Ave., Chicago 51, Ill. 

Better Finishes & Coatings, Inc. 77 
268 Doremus Ave., Newark 5, N. J. 

Bison Corp. 
1935 Allen Ave., S.E., Cant on, Ohio 

Blakeslee & Co., G. 
1844 S. Laramie Ave., Chicago 50, Ill. 

Block & Co., Wesley 
39-15 Main St., Flushina. N. Y. 

Browning Chemical Corp. 111 
150 Broadway, New York 38, N. Y. 

Brucar Equipment & Supply Co. 121 
602-604 20th St., Brooklyn, N. Y 

Buckeye Products Co. 101 
7033 Vine St., Cincinnati 16, Ohio 

Buckinaham Products Co. 93 
14100 Fullerton Ave., Detroit 27, Mich. 

Ceilcote Co. 95 
4832 Ridge Rd.. Cleveland 9, Oho 

Chemical Corp., The 102 


58 Waltham Ave.., Springfield, Mass. 
Chemical Products Corp. 
King Philip Rd., E. Providence, R. I. 
Churchill Co., Inc., Geo. R. 
Hingham, Mass. 
Circo Equipment Co. 
51 Terminal Ave., Clark Twp. (Rahway), N. J. 
Clair Manufecturing Co. 109 
Olean, N. Y 
oe Process Co. 
1965 E. 57th St., Cleveland 3, Ohio 
Clinton Supply Co. 120 
112 S. Clinton St., Chicago 6, III 
Codman Co., F. L. and J. C. 
694 Plain St., Rockland, Mass. 
Cohn Mfg. Co., Inc., Sigmund 48 
121 S. Columbus Ave., Mt. Vernon, N. Y. 
Conversion Chemical Corp. 
98 E. Main St., Rockville, Conn. 
Cowles Chemical Co. 
7014 Euclid Ave., Cleveland 3, Ohio 


Crown Rheostat & Supply Co. 26 
3465 N. Kimball Ave., Chicago 18, III 

Davies Supply & Mfg. Co. 104 
4160 Meramec St., St. Louis 16, Mo. 


Davis-K Products Co. 96 
135 W. 29th St., New York 1, N. Y. 
Dean Thermo-Panel Coil Div., 
Dean Products, Inc. 107 
613 Franklin Ave., Brooklyn 38, N. Y. 

Diamond Alkali Co. 34 
300 Union Commerce Bldg., Cleveland 14, “a 
Dixon & Rippel, Inc. 118 

Box 116, Saugerties, N. Y. 


Dow Chemical Co., The 9, 39 
Midland, Mich. 

Du-Lite Chemical Corp. 100 
Middletown, Conn. 

Du Pont de Nemours &G Co., E. |. 32 
Wilmington 98, Del. 

Electronic Rectifiers, Inc. 113 
2102 Spann Ave., Indianapolis 3, Ind 

Enthone, Inc. ; 3 


442 Elm St., New Haven 11, Conn. 
Federated Metals Div., American menting 
& Refining Co. ‘ 86, 87 
“ann oe. New York 5, N. Y. 


Formax Corp. 
3171 Detroit 7, Mich. 
Frank, Paul 
118 E. 28th St., New York 16, N. Y. 
G. S. Equipment Co. 40 
15585 Brookpark Rd., Cleveland 11, Ohio 
Garfield Buff Co. 
6 Clinton Rd., Caldwell, N 


General Electric Co. 16, 17 
1 River Rd., Schenectady 5, N. Y. 
' Graver Water Conditioning Co. 38 


216 W. 14th St., New York 11, N. Y. 
Grav-i-Flo Corp. 20 
400 Norwood Ave., Sturgis, Mich. 
Gumm Chemical Co., Inc., Frederick 
Inside Front Cover 


538-542 Forest St., Kearny, N. J 

Hamilton Emery & Corundum Co. 116 
Chester, Mass. 

Hammond Machinery Builders, Inc. 91 


1601 Douglas Ave., Kalamazoo 54, Mich. 
Handy & Harman 


82 Fulton St., New York 38, N. Y. 

Hanson-Van Winkle-Munning Co. 12, 50B 
Matawan, N. J. 

Harrison & Co., Inc. 108 
487 Groveland St., Haverhill, Mass. 

Harshaw Chemical Co. «, The 10 
1945 E. 97th St., Cleveland 6, Ohio 

Henderson Bros. Co. 36 
136 S. Leonard St., Waterbury, Conn. 

Holland & Sons, Inc., J. 122 
475 Keap St., Brooklyn 11, N. Y. 

Hooker Electrochemical Co. 49 
1312 Union St., Niagara Falls, N. Y. 

Hull & Co., Inc., R. O. 
1303 Parsons ‘River 16, 

Chemical Co., | nec. 
P. O. Box 94, Farmington, ‘Conn. 

Illinois Water Treatment Co. _ 44 
840 Cedar St., Rockford, iil. 

Industrial Filter G Pump Mfg. Co. 43 
5906 Ogden Ave., Chicago 50, i. 

Industrial Instruments, Inc. 101 
9 Commerce Rd., Cedar Grove, mt. J. 

Infilco, Inc. 
912 S. Campbell Ave., Tucson, Ariz. 

tadernastenee Rectifier Corp. 84, 85 
1521 E. Grand Ave., El ny Calif. 

1575 Merwin Ave., Cleveland 13, Ohio 

Jelco Finishing Equipment Corp. _ 48 


153 E. 26th St., New York 10, N. Y. 
Joe-D Buff Co. : 
Sandwich, Ill. 
Kaykor Industries, Inc. 
4400 Broad St., Yardville, N. J. 
Klem Chemicals, Inc. 
14401 Lanson Ave., Dearborn, Mich. 
Kocour Company 37 
4802 S. St. Louis Ave., Chicago 32, Ill. 
Kosmos Electro- Finishing Research, Inc. 
140 Liberty St., Hackensack, N. J 


Kushner, Joseph B. 2 aes 116 
Pa. 

Land, In 121 
146- 148 Giond St., New York 13, N. Y. 

Lasalco, Inc. 25 
2818- 38 Lasalle St., St. Louis 4, Mo. 

Lea Mfg. Co. - 82A 
16 Cherry ‘Ave., Waterbury 20, Conn. 

Lea Michigan, Inc. : 110 
14066 Stansbury Ave., Detroit 27, Mich. 

Lea-Ronal, Inc. 82B 
139-20 109th Ave., Jamaica 33. N. Y. 

L’Hommedieu & Sons. 


4521 Ogden Ave., Chicago, Ih. 
Macarr, Inc. 
2543 Boston Rd., Bronx 67, N. Yo 
MacDermid, Inc. 
Waterbury 20, Conn. 
Magnus Chemical Co., Inc. 
11 South Ave., Garwood, N. J. 
Manderscheid Co., The 
212 So. Clinton St., Chicago 6, Ill. 
Manhattan Rubber Div., 
Raybestos-Manhattan, Inc. _ 88 
6 Willett St., Passaic, N. J. 
McAleer Manufacturing Corp. ’ 117 
101 S. Waterman Ave., Detroit #7, Mich. 
Metal G Thermit Corp. 
Rahway, 
Michigan Buff Co. _ 120 
3503 Gaylord Ave., Detroit 12, Mich. 
Michigan Chrome & Chemical Co. 13 
8615 Grinnell Ave., Detroit 13, Mich. 
Miller Corp., Harry 14 
4th & Bristol Sts., Philadelphia-40, Pa. 
Mitchell-Bradford Chemical Co. 
Wampus Lane, Milford, Conn. 
Motor Repair & Mfg. Co., The 120 
1555 Ave., 14, Ohio 
Murray-Way C 
P. O. Box 180, Saisie Rd. E., Birmingham, Mich. 
Mutual Chemical Div., 
Allied Chemical & Dye a? 
99 Park Ave., New York 16, N. Y. 
Nankervis Co., Geo. L. 
15300 Fullerton Ave., Detroit 27, Mich. | 
National Research Corp. 
Charlemont St., Newton Highlands 61, Mass. 
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Nazar Rubber Co., e 
2727 Avondale, Toledo q, “Ohio 

New Holland 
New Holland, 

Northwest Chemicai Co. 
9310 Roselawn Ave., Detroit 4, Mich. 


Norton Co. 
1 New Bond St., Worcester 6, Mass. 
Nuodex Products Co. 
342 Madison Ave., New York, N. Y. 
Ookite Products, Inc. 4 
18 Rector St., New York 6, N.Y. 
Packer Machine Co. : 
Center St., Meriden, Conn. 
Pennsylvania Salt Mfg. Co. 
3 Penn ag Plaze, Philadelphia a, PO. 
Co., 
330 W. ‘Sind 2. New York 36, N. Y. 


Pesco Plating Equipment Corp. 121 
75 Wythe Ave., Brooklyn 11, N. Y. 
Pfizer G Co., Inc., Chas. 27 


630 Flushing Ave.. Brooklyn 6, N. Y. 


Platers Research Corp. 
59 E. 4th St., New York 3, N. Y. 


Plating Products, Inc. _ 110 
509 N. Washington, Kokomo, Ind. 

Promat Div., Poor & Co. 112 
851 S. Market St., Waukegan, Ill. 

Ramco Equipment Corp. 103 
807 Edgewater Rd., few York 59, N. Y. 

Rapid Electric Co. VW 


2891 Middletown Rd., Bronx 61, 
Raybestos-Manhattan, Inc. 
Manhattan Rubber Div. 88 
Passaic, N. J 
Corp. 
9-15 Main St., Flushing, N. Y. 
Roto-Finish Co. 
3706 Milham Rd., ~ Kalamazoo, Mich. 


Rutley Industries _ _ 89 
415 Greenwich St., New York 13, N.Y. 
Sabin Metal Corp. - 108 


310 Meserole Ave., , Brooklyn 6, N. Y. 
om Lined Pipe Co. 
2415 Burdette Ave., ‘Ferndale 20, Mich. 
Sarco Co., Inc. 
350 Fifth Ave., New York tn Y 
Schaffner Mfg. Co. 81 
Schaffner enter, Emsworth, 
Schori Process Div., FerroCo Corp. 
8-11 43rd Rd., {sland City ¥. 
Sel-Rex Corp. _ Inside Back Cover 
155 Manchester Pl., Newark 4, N. J. 


Sethco Mfg. Co. 105 
714 Willoughby St., Brooklyn, 

Seymour Manufacturing Co. : 90 
4 Franklin St., Seymour, Conn. 

98 


5643 Lauderdale, Detroit 9, Mich. 
Simonds Abrasive Co. 
Philadelphia 37, Penna. 
Smoothex, Inc. 
10705 Briggs Rd., Cleveland 11, Ohio. 
Solva ? am Div., Allied Chemical & Ore 


103 

61 ‘New York 6, 

Sommers Bros. Mfg. Co. ; 116 
3439 No. endeey, St. Louis 7, Mo. 

Sparkler Mfg. Co. 22 
Mundelein, Ill. 

Stainless Steel Corp. of America 42 
Ohio Edison Bldg., Youngstown 3, Ohio 

Stevens, Inc., Frederic 8 


1808 - 18th St., Detroit 16, Mich. 

Stokes Corp., F. . 
5500 Tabor Rd., Philadelphia 20, ‘Pa. 

Storts Welding Co., | 
38 Stone St., 7 Conn. 


Stutz Mfg. Co., Geo 45, 122 
4430 Carroll ‘ia Chicago 24, 

Sulphur Products Co. 104 
Greensburg, Pa. 

Syntron Co. 94 
Homer City, Pa. 

Tamms Industries, Inc. - 
228 N. LaSalle St., Chicago 1, Ml. 

Technic, Inc. _ 50A 
39 Snow St., Providence, R. |. 

bt Electric & Machine Works un 76 
19 So. Jefferson St., meena 6, 

Tranter Mfg., Inc. 28 


Lansing 4, Mich. 
Trerice Co., The H. O. 
1420 W. Lafayette Bivd., Detroit. 16, Mich. 


True-Brite Chemical Products Co. ' 105 
. O. Box 31, Oakville, Conn. 

Detroit 11, Mich. 

Unit Process Asemblies, Inc. a . 114 


61 East 4th St., New York 3, N. Y. 
U. $. Galvanizing & Plating Equipment Corp. 50 


U. S. Stoneware Co. 97 
Akron 9, Ohio 

Univertical. Foundry & Mach'ne Co. 112 
14841 Meyers Rd., Detroit 27, Mich. 

Wagner Brothers, Inc. 


418 Midland, Detroit 4 “Mich. 
Walker Div., Norma-Hoffman Bearings Corp. 
Stamford, Conn. 
Wolverine Metal Co. 92 
6500 E. Robinwood Ave., Detroit 34, Mich. 
Worklion, Inc. 
253 W. 28th St., New York 1, N. Y. | 
Wyandotte Chemicals Corp. 41 
Wyandotte, Mich. 
Zialite 
92 Grove St., Worcester 5, Mass. 
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Why leading electronic and electrical manufacturers 
standardize with Sel-Rex Precious Metals Processes 


Special physical properties and unique cost-cutting features make 
SEL-REX PRECIOUS METALS particularly suited for the elec- 
trical and electronic industries. 


One Gram of SEL-REX BRIGHT GOLD, for example, does the 
job of two grams of ordinary 24K Gold, because the deposits are 
more dense and twice as hard. Gives mirror-bright finish in any 
thickness with no costly scratch brushing, buffing or burnishing. 
Bath easy to maintain — operates at room temperature. 

SEL-REX BRIGHT RHODIUM now offers A. S. C. — Automatic 
Stress Compensation — a special technique which reverses the high 
stress characteristics of conventional Rhodium electroplate ... no 
profit-eating rejects due to curling or peeling. 

Non-dusting SEL-REX SILVER SOL-U-SALT is added directly to 
the bath, eliminating time consuming filtering and mixing — an- 
other cost-cutting advantage exclusive with SEL-REX. 

See for yourself why leading electrical and electronic manufacturers 


from coast to coast insist on SEL-REX PRECIOUS METALS. 
Send for FREE technical data and literature today. 


SEL-REX CORPORATION 


Precious Metals Division 
> 155 Manchester Place ¢« Newark 4, N. J. 


Manufacturers of Precious Metals Processes, Rectifiers, Liquid 
Clarification Filters, Metal Finishing Equipment and Supplies. 
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PROCESSES 


Mail the coupon today 
for latest literature 
and case histories 


SEL-REX CORPORATION 
Precious Metals Division 
155 Manchester Place, Newark 4, N. J. 


Gentlemen: MF-2 
Please rush descriptive literature and tech- 
nical data on Sel-Rex PRECIOUS METALS 
PROCESSES. 


Company 
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STRIP...DON’T “BANG”! 


METEX METAL STRI 


eliminates costly rack maintenance and repair 


YOU CUT DOWN ON MAINTENANCE... strip all commercial coatings quickly, easily 
and safely (except chromium and precious metals) from 
stainless steel and aluminum. No more rack damage from 
hammering and pounding to remove coating! 


YOU CUT DOWN ON HANDLING COSTS ...use this liquid acid immersion stripper 
full strength at room temperature. Requires little control and 
no electric current. Solution has unusually long life. 


Call a Mac Dermid representative right away. Find out how 
you can solve rack stripping problems, save valuable plating 
metal, improve the plating job... all with METEX METAL STRIPPER SS. 


COMPLETE SUPPLIERS TO THE METAL FINISHING INDUSTRY 
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